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Letters prom Readers 


oO F 
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These letters (and many others) were answered recently 
by the editorial department, but are published here to 
reveal certain interesting trends of desire and activity 
in the industry, and to encourage additional inquiries, 
comments and suggestions. Further information about any 
of them can be obtained by writing this office.—Editor. 


Ken-Nite Compound 


Three or four years ago we used a 
product called ‘“‘Kennite”’ for rubbing 
down our lacquered metal caskets. 
We do not remember where we pur- 
chased this, and we are writing to 
see if this is still on the market, and 
also the name of the manufacturer. 

L. E. Co 


We believe this material is a prod- 


uct of the Ken-Nite Co., Detroit, 
Mich.—EpD 


Paint for Glass 


We would appreciate it if you 
would let us know the _ possible 
sources of supply for an air-dry 


paint which will adhere to clear pol- 
ished glass.—O. W. Co. (Wrought 
Iron Furniture). 


Graining Paper 


Can you tell us the names and 
addresses of American manufacturers 
of a transfer graining paper for 
wood grain reproduction on w od or 
metal—something that is the same 
or similar to what is made in Ger- 
many and is known there as “Ab- 
ziehpapier’’? It is not a decalco- 
mania. It's a paper with the patterns 
printed on one side, which side is 
placed against the furniture surface, 
moistened with water and a sponge 
and then rubbed with a brush to 


have the patterns transferred to the 
furniture 
different 


The Germans make many 
grain reproductions of a 


great variety of woods. It sells in 
rolls of approximately 25-ft. long 
and about 26-in. wide. 

Your kind help to us in facilitat- 


ing contact with manufacturers in 
the States that make the item men- 
tioned will be greatly appreciated. 
T. P. Co., Habana, Cuba 

In reply to this we have submitted 
names of three concerns whom we 
understand can supply something of 
this kind. We will appreciate hear- 
ing from anyone who knows more 
about this kind of paper.—EbD. 


Trend Toward Shellac 


I wish to commend you on the high 
quality of your magazine and its 
many instructive articles. In my 
opinion there is a definite trend 
towards an increasing use of shellac 
these days, in preference to synthetic 
finishes, and I should like to see 
more articles on the subject. It ap- 
pears, strangely, that a great many 
finishers have forgotten the correct 
use of shellac, and a few words on 
this subject might not go amiss. 
Kenneth O'Meara. 


Termite Proof Paints 


Referring to a published inquiry 
under the above title in August 1939 
issue, pages 60 and 61, and the Edi 
tor’s request about “‘a chemical to 
be mixed in small quantities with 
paint to prevent the growth of fun 
zus and to prevent termites from 
boring through the film," we manu- 
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FIRMLY ROOTED IN 
THE FERTILE SOIL 
OF EXPERIENCE ... 


DeVILBISS PRODUCT FINISHING EQUIPMENT 


Modern DeVilbiss Spray Finishing Equipment is a product 
of 50 years of spray engineering experience—of long ex- 
perience in sclving countless product finishing problems. 
That's why it’s ahead in efficient design, quality construc- 
tion and economical performance. 

DeVilbiss experience has developed spray equipment 
for the complete finishing process—for products of all 
sizes and shapes—for all spray materials—for any produc- 
tion setup. .. Find out how DeVilbiss experience has im- 
proved finisling operations and increased profit in hun- 
dreds of industries. Let us show you what it will do. 


DE WILB/SS 25A0 SYSTEMS 


THE DE VILBISS COMPANY + TOLEDO, OHIO: USA. 










Kindly mention INDUSTRIAL FINISHING when writing advertisers 
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facture materials for mixing into 
paints to accomplish these results. 


MerQree is a paint base mercurial 
with fungicidal properties for addi- 
tion to exterior paints to prevent 
mildew. This product consists of a 
small amount of mercury salt (11% 
of calomel, an efficient fungicide) as 
well as other efficient mildew toxics 
which are ground in a white paint 
base, thus making it relatively safe 
and easy to handle. The label con- 
tains information about the composi- 
tion, and instructions for using. It 
is readily mixed into white lead or 
mixed paint of any color. Each pint 
can contains sufficient to treat five 
gallons of exterior paint; each \4-pint 
can contains sufficient to treat one 
gallon of paint. 


R888 is a paint base with fungicidal 
properties, that is free of mercury or 
other metallic poison. This product 
contains powerful organic ingredients 
which have proved extremely efficient 
in preventing mildew. It is designed 
for interior paints for breweries, 
dairies, textile mills, or other places 
where mildew occurs. It is a white 
paint base which mixes readily into 
white lead, ready mixed paints, mill 
or factory whites, enamels, flats, 
casein paints, or emulsified alkyd 
coatings. It is used in same propor- 
tions as MerQree.—MerQree, Inc. 
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"Lucite" 


If you know of a concern that 
manufactures a material called “‘Lu- 
cite,” will you kindly send us their 
address? We understand this is a 
liquid which can be cast and is un- 
breakable.—B. H. Co. (Reproductions 
from Life). 





“Lucite” is a product of the E. I 
duPont deNemours & Co. (Plastics 
Dept.) New York, N. Y.—ED. 





Roller Coater 


You illustrate a machine for roll- 
coating slats in the article, ‘Bake 
Finishing Wood Slats for Venetian 
Blinds,”” published in INDUSTRIAL 
FINISHING for July 1939, page 24. 
Can you send me the names of com- 
panies manufacturing this machine? 
—G. A. Co. (Research Laboratory). 





Information has been supplied. 
Eb. 


Finish for Cellulose Acetate 


In reply to a request under the 
above title, page 67, July 1939 issue 
of INDUSTRIAL FINISHING magazine, 








TOPS air dries fast as lacquer. 





“TOPS” 


Rrand New! 


"TOPS" — The one - coat finish. 
NO HEATING OR BAKING. 


body to any two-coat lacquer job. It's as tough as lacquer and is 
both alcohol and water resistant. 


V. J. DOLAN & COMPANY, INC. 


Mfrs. of "Unquestionable Quality" Wood Finishing Supplies 
1830-32 NORTH LARAMIE AVENUE 





Single coat guaranteed equal in 


Offered exclusively by ...... 


CHICAGO, ILLINOIS 
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wherein P. & T. Co. asks about a 
finish for cellulose acetate and Te- 
nite, wish to say that we have such 
a finish and it has been successfully 
used in large production.—Red Spot 
Paint & Varnish Co. 





Book Cover Finishing 


In letters from the readers, we 
note with interest a letter in July 
1939 issue, page 9, inquiring about 
“Book Cover Finishing.”’ If this firm 
“F. IL. & A.” is closer to St. Louis 
than Chicago, we would appreciate 
having their name, since from our 
experience we have found that our 
Moorish Paste for books covers has 
been irreplaceable outside of Chicago. 
We feel that you would be doing 
your reader a favor as well as our- 
selves in allowing us to contact 
them.—U. S. Lacquer and Chemical 
Co. 


Hood Respirator 


In your February issue of 1938, we 
are very much interested in the ar- 
ticle on page 20 describing the Hood 
Respirator for spray painting. This 
respirator had attached to it, an air 
line which provides air pressure in- 
side the helmet, thereby eliminating 
all of the paint fumes. 

If you are able to give us the name 
of a manufacturer of this equipment 
we shall be glad to have same, as we 
are interested in equipping our spray 
booths with this same type of equip- 
ment.—E. A. Co. (Automotive Serv- 
ice Equipment). 





A product of DeVilbiss Co.—Eb. 





Rubbing Lacquer Finish 


In May issue of INDUSTRIAL FIN- 
ISHING you had an article on ‘“‘Rub- 
bing Formula for Lacquered Surface” 
(page 32). Will you please let us 
have the name of the chemical com- 
pany that is selling the necessary 
materials for that rubbing? This ar- 
ticle has been very interesting to us 
and we would like to try the method 
described,—M. Furn. Mfg. Co. 





Information has been sent.—Eb. 





Prevents Termites 


In your May issue, page 67, is an 
inquiry from the S. G. Co., who are 
interested in a preventive against 
termites. Enclosed are several of our 
folders in which we recommend “Av- 
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DURABILITY 
Enjoy 
“PEACE OF MIND" 
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MEARLMAID 
PEARL ESSENCE 


THE 
MEARL 
CORPORATION 


153 Waverly Place., New York 


FACTORIES: 
ROSELLE, N. J. — EASTPORT, MAINE 


The world's largest pro- 
ducers of PEARL ESSENCE 




















FORM -A-ROC 


We offer to all industries equipped 
for baking finishes this highly per- 
fected, heat -converting, synthetic 
enamel. 


FORM -A-ROC 


We have combined to an optimum 
degree the necessary qualities of 
tremendous hardness, great ad- 
hesion, smooth lustrous gloss, and 
freedom from haze, discoloration 
and wrinkling. 


FORM -A-ROC 


Baking schedule is of great flexibil- 
ity, permitting from 5-50 minutes at 
250-375° F. 


FORM -A-ROC 


No matter which of the present 
worthy finishes of this type you may 
be using or planning to use we sin- 
cerely recommend that you inves- 
tigate 


FORM -A-ROC 
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MADE BY 


THE VARNISH 
PRODUCTS CO. 


5208 Harvard Avenue 
CLEVELAND, O. 
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enarius Carbolineum” for termite re- 
pelling purposes, and we would ap- 
preciate your sending one of these 
to the S. G. Co., or you can give us 
their name and address and we will 
write them direct. — Carbolineum 
Wood Preserving Co. (Preserves 
Wood Everywhere) 


Beer Can Finish 


Would appreciate any information 
you can give us as to the type of 
material, method of application and 
supplier for the coating used on the 
insides of beer cans.—W. Prod. Co 


Flock Finishes 


Kindly supply us with the name of 
the various companies that specialize 
in the so-called “Flock Finishes,” as 
per write-up on page 49 of the June 
copy of INDUSTRIAL FINISHING.—A. 
T. Co. (Furniture Trimmings). 

Please forward copies of Novem- 
ber, 1938, and March, 1939, issues of 
INDUSTRIAL FINISHING, and any oth- 
ers which have articles on flock and 
flock finishing. If possible, please 
advise what organizations produce 
flock finishes for wood, metal and 
other specialties of this type in com- 
mercial quantites— these organiza- 
tions being located preferably in the 
Middle West and East.—O. A. Prod- 
ucts Co. 





In the March issue of your maga- 
zine you have devoted space to the 
subject of flock. There are quite a 
few things I would like to learn re- 
garding that subject; for example, 
(1) Where can a machine that cuts 
this rayon, cotton and wool flock be 
purchased? (2) Where is the best 
place to buy this raw material? (3) 
With the machine, is there much 
work besides feeding the material to 
the machine and, of course, the 
necessary dying?—A. M. Co. (Fac- 
tory Wastes of All Kinds). 


Glue for Hardwood 


We are having difficulty in finding 
a suitable glue to use in fabricating 
a Brazilian wood known as “‘Brown- 
heart.”” We have tried Caesin glue, 
hot hide glue and liquid glue. None 
of these glues will make a joint that 
we can depend on holding. ‘“Brown- 
heart” is a very heavy hardwood 
and, we understand, contains a lot 
of tannic acid. If this is what is 
causing the trouble, we do not know 
While this hardly comes within the 
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AIR DRY 


SYNTHETIC and Tes: ENAMELS 
METALIZED ALUMINUM FINISH — synthetic baking type — 








Brighter Than Cadmium Plate — Silver Smooth — Lustrous 


One coat covers solidly on any metal. 


Spray or dip application. 


Absolute Adhesion — Tough — Flexible 
Withstands Over 100 Hours Salt Spray — Official Navy Test 


Perfect anti-rust agent—can be used for indoor or 
outdoor purposes either as a finishing coat or primer. 


Suggested Applications [ 


Outdoor Metal Furniture 
Sheet Metal Products 
Electrical devices 


Marine Appliances 


Household Steel Utilities ] 
Toys — Display Signs 


Samples and information furnished promptly — no charge. 


UNITED LACQUER MFG. CORP. 


General Offices: 
Laboratories and Factory: Linden, W. J 


67 West 44th Street, New York, N. Y 








scope of INDUSTRIAL FINISHING, we 
thought you might put us in touch 
with some glue manufacturer who 
might be able to solve our problem. 
0. R. Novelty Co. (Designers and 
Mfrs.). 


Graining Metal 


One of my customers is interested 
in graining metal cabinets and has 
asked me to obtain for him as much 
information on this subject as is 
available. On page 9 of your July 
issue I note you have forwarded tear 
sheets to another subscriber on the 
same method of finishing, and I 
would appreciate your sending me 
similar data. 

Your publication is most interest- 
ing and helpful and I look forward 
to each issue.—F. H. B 


Tumbling Lacquer 


Will you kindly advise us if any 
of your readers have secured a sat- 
isfactory paint or lacquer finish for 
tumbling such items as long broom 
handles or long rake handles in a 
tumbling barrel? If you have any 





information along the above lines, we 
would certainly appreciate your ad- 
vice.—F. & H. Co. (Forks, Hoes). 


We manufacture educational toys, 
games, gifts and selected wooden 
novelties. Our present methods of 
finishing are not all that they could 
be, as regards time required or 
handling. Please advise sources of 
supply and methods of using tumb- 
ling varnishes or lacquer or sub- 
stitute. Our setup, in many particu- 
lars, is the same as the one de- 
scribed in April issue of INDUSTRIAL 
FINISHING, page 56, under the head- 
ing “Tumbling Bent Wood Handles.” 

K. Y. Co. 


Silk Screen Stencils 


We are very much interested in 
the answer you gave on silk screen 
stencils to the W. I. Co., as outlined 
on page 4 of August, 1939, issue of 
INDUSTRIAL FINISHING. Would you 
kindly send us all information and 
names of manufacturers of silk 
screen stencils?—E. T. Co. (Electri- 
cal Instruments). 


(Continued on page 66) 





‘Finishing Furniture Along 


Sanding the wash coat, following 35 minutes of air drying on 
conveyor line. The workmen use No. 5/0 sandpaper on both 
hands, holding it in place with light dabs of tacky varnish. 


BY 
W.H. ROHR 


Photographs 
and floor plan 
courtesy of 
Palmer-Bee Co 


of furniture on a conveyor line 

is no longer a dream or an 
experiment. It is an accomplished 
fact. The finishing departments of 
several furniture factories have 
been more or less conveyorized. 
This mechanization of all trans- 
ferring and handling of furniture 
in process offers many economies 
in labor and time. It makes pos- 
sible the uniform timing and 
maintenance of predetermined 
schedules for all productive opera- 
tions and for all drying periods— 
therefore the finish on every piece 
of furniture is uniform. The work 


Te: COMPLETE FINISHING 
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moves steadily forward with 
clock-like precision; the pace is 
set mechanically and less super- 
vision is required. Also, since 
every piece moves along in the 
clear on an individual carrier, no 
damage occurs to any partly or 
completely finished surface. 
Modern conveyor installations 
are in satisfactory operation in 
each of the four plants owned 
and operated by the Lenoir Furni- 
ture Corp., Lenoir, N. C. One of 
these conveyors is operating in a 
2-story brick building which 
houses the complete finishing, 
hardware fitting and packing de- 
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partments. The arrangement of 
equipment and space in the 
80x160-ft. building is such that 
changes can be made in the prod- 
uct and in the finishing schedules, 
operations, materials used, drying 
times, intermediate work, and 
number of men employed. Every- 
one who is progressive recognizes 
that future changes are likely to 
be desirable or necessary, perhaps 
on short notice, and this fact was 
wisely taken into consideration by 
the conveyor engineers and com- 
pany management. 

The conveyor is nearly half a 
mile long but it doubles back and 


forth several times as it carries 
furniture through seven spray 
booths, two drying ovens and sev- 
eral intermediate work stations 
such as those for sanding wash 
coats and sealer coats, working in 
and removing excess filler, clean- 
ing surfaces with the air gun, etc. 
Furniture is not lifted from the 
carrier trays, nor does it stop 
moving, from the time it is loaded 
in the cabinet department until 
it is taken off after having left 
the final varnish oven. 


The conveyor delivers 520 tray 
loads per 8-hour day. The system 
is designed on the basis of each 
tray load averaging 125-lbs., and 
they probably do average close to 
this weight. However, if they 
average only 100-lbs. each, this 
amounts to 26 tons of furniture 
per day. Think what it would 
mean for the workmen to be lift- 
ing this tonnage on and off six 
spray turntables every day, and 
pushing and pulling so much 
furniture over the floor from one 
work station to another, and into 
and out of the drying rooms. It 
would certainly require more than 
35 men now employed on all op- 
erations and maintenance work 
along the conveyor line. (A total 
of 60 workmen are employed in 
the building; the others are ac- 
counted for in the rubbing, buf- 
fing, polishing, hardware fitting, 
final inspection and packing op- 
erations which are not directly 
conveyorized. ) 

What kind of furniture is fin- 
ished on this line? Bedroom and 








dining room suites — everything 
but the chairs, which are made 
and finished in one of the com- 
pany’s other plants. Finishes in- 
clude the modern blonds and me- 
dium toned effects in natural wal- 
nut, mahogany and other fine cab- 
inet woods; also, some of the 
darker period style finishes. These 
are put out in the rubbed-buffed- 
polished finishes and in full gloss 
luster. At this writing most of 
the furniture is being finished in 
varnish. The equipment and fa- 
cilities in the finishing department 
are such that the furniture can 
be finished in a synthetic baked 
varnish which can be rubbed two 
hours after leaving the oven, an 
overnight drying varnish (follow- 
ing oven drying) or a lacquer ma- 
terial. 

All veneered work is manufac- 
tured in the company’s own plant, 
the adhesive used being a syn- 


along the conveyor 
brush-stain drawer and door edges and open- 
ings, 
particles with an air gun, brush out bits of 
excess filler from corners and crevices, and 
then wipe the surfaces clean—for oven drying. 








Filler spraying is far in the back- 
ground—following which workmen 
line pad in the filler, 


pad off surplus filler, blow off loose 


thetic resin. This “Tego Uform- 
ite” plywood is all put up in hot 
plate presses to produce remark- 
ably smooth surfaces which are 
unharmed by any finishing mate- 
rial or high temperature drying. 
Before any furniture leaves the 
cabinet department it is doubly 
inspected and all defects and 
places needing attention are ex- 
pertly repaired so that only per- 
fect surfaces in the white go on 
the finishing conveyor line. 

A fairly accurate picture of the 
type of conveyor used and the en- 
tire floor plan layout of the in- 
stallation can be obtatined by re- 
ferring to illustrations in this 
article. The low hung carrier 
trays measure 28x52-in. and are 
spaced 80-in. apart on centers; 
trolleys are 40-in. apart. The con- 
veyor has two 46-in. driving 
sprockets located at different 
points and each one is driven by 
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A typical piece of furniture finished on 
the modern conveyor system in this plant. 


a 1-hp. motor. Between the large 
driven gear and the driving 
sprocket, both of which rotate on 
the same shaft, there are two 
shear pins. In case of a “jam” 
anywhere on the line, the sudden 
extra load shears off these pins 
and stops the conveyor—a wise 
safety precaution. New pins are 
easily and quickly replaced. The 
speed of the conveyor can be 
varied to suit various conditions. 
its present rate of travel is about 
7-ft. per minute. 

Spray booth No. 1 is on the 
first floor near the door where the 
conveyor enters through a pas- 
sageway to the cabinet room. 
Usually at this booth walnut fur- 
niture is sap stained and ma- 
hogany pieces are uniformly 
stained. Non-grain-raising stains 
are available for both types of 
staining so that a change from 
one to the other can be made 
instantly. This quick-drying stain 





dries thoroughly during the 16 
minutes that it takes the conveyor 
to travel to the No. 2 wash coat 
booth on the second floor. Here 
the walnut pieces are sprayed 
with a combination stain and shel- 
lac wash coat. Mahogany pieces 
are given a straight wash coat of 
shellac. The thin wash coat. is 
allowed 35 minutes of air drying, 
accelerated by overhead fans, be- 
fore hand sanding begins. Work- 
men use No. 5/0 sandpaper to 
hand sand the dry wash-coated 
surfaces as the furniture moves 
along the line. Ten minutes of 
conveyor travel is allowed for 
wash coat sanding. 

Next comes the filler spray 
booth where two kinds of filler 
are at hand for use with light and 
dark finishes. Each material is 
in a 50-gallon pressure container 
equipped with air-driven stirring 
paddles to keep the filler continu- 
ously stirred and uniformly mixed 
while operations are under way. 
Both containers are located on 


Drawers from drawer coating booth move 
past shading booth to sealer-coat booth. 
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the first floor directly under the 
filler booth and each one has a 
line of material hose extending 
to a spray gun. 

Near the discharge end of the 
filler spray booth a workman 
quickly pulls drawers from case 
goods, brush stains their edges 
and the edges of openings, re- 
places the drawers and proceeds 
to “pad in” the filler with a pad 
made of long-fiber tow. Surplus 
filler is then wiped off with clean 
long-fiber tow which, the fore- 
man declares, is much more ef- 
fective, more rapid and cleaner 
than the cheaper short-fiber tow. 
An air gun is used to blow off 
loose particles of filler left on the 
surfaces. 

Bits of filler that remain lodged 
in corners and crevices are care- 
fully brushed out and then blown 
off with an air gun. Finally, each 
piece is closely inspected and 
thoroughly wiped with clean wip- 
ing rags. This work is all done 
while the furniture is traveling 
along the line. Of course, where 
two or more light weight pieces 


Tray loads of furniture coming through 
the wash coat spray booth on first floor. 












Cleaning wardrobe cabinets with air gun 
before they enter the sealer coat booth. 


are on a single tray—for example, 
bed ends, mirror frames, etc.— 
workmen may shift the position 
of these pieces, and in some cases 
may even remove them to trestles 
alongside the line, in order to 
handle them more conveniently. 
By the time all surplus filler has 
been completely cleaned from the 
surfaces, the conveyor is ap- 
proaching the entrance to the 
filler oven. Furniture enters the 
oven 19 minutes after the filler 
has been sprayed on. Inside the 
120-ft. oven the conveyor doubles 
back and forth to make four com- 
plete passes lengthwise before it 
reaches the exit. This requires 
about 70 minutes. Oven tempera- 
ture, humidity and air circulation 
are accurately controlled and 
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maintained within close limits, 
the temperature being 135°F. and 
relative humidity 25% to 30%. 

A period of 40 minutes of con- 
veyor travel is allowed after 
oven-drying the filler to permit 
the furniture to cool and become 
again adjusted to the workroom 
atmosphere. By this time the 
work in process has arrived at 
the drawer coater spray booth 
where all case goods drawers are 
removed, sprayed with quick-dry- 
ing drawer coater and placed on 
a gravity roller conveyor which 
carries the drawers to the sealer 
coat booth. 

Everything other than drawers 
continues on the main conveyor 
line, passes through a shading 
booth and on a short distance to 
the sealer coat booth. Drying 
time for the shading spray is 
only three to five minutes. Before 
the sealer coat is sprayed, all 
drawers are replaced in cases and 
the work in process is given a 
complete and thorough blowing 
off with an air gun to remove any 
dust or dirt that may be present. 

The sealer coat is sprayed and 
allowed to air-dry on the travel- 
ing conveyor for 35 minutes be- 
fore sealer sanding begins. Ten 
minutes is allowed for this sand- 
ing .... with No. 6/0 sandpaper. 
Then follows a final and thorough 
cleaning with an air gun and wip- 
ing cloths before the work enters 
the last spray booth where a full 
coat of varnish or lacquer is 
sprayed on. 

Most of the goods are finished 
in varnish. A period of three 
minutes is allowed for “varnish 
flow-out” before the conveyor en- 
ters the varnish drying oven. 
Here the conveyor doubles back 
and forth to make 4% passes 
lengthwise through an oven of 
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about 140-ft. in length. The peri- 
od of time in the varnish oven 
is 14 hours; the temperature 
150°F.; humidity, 35%. 

Leaving the varnish oven the 
conveyor makes an inclined des- 
cent to the first floor and passes 
along a platform which is only 
about 3-in. below the level of the 
trays. At this point one man 
easily transfers the furniture 
from conveyor trays to the plat- 
form and slides it down a gentle 
incline to the first floor where 
plenty of space is available for 
temporary storage while the fin- 
ished surfaces become cool and 
dry hard preparatory to rubbing, 
buffing and polishing. 

Two types of rubbing machines 
are employed — a large long- 
stroke machine for rubbing table 
tops and bed ends, and several 
portable reciprocating machines 
for the smaller surfaces. Rub- 
bing is followed by buffing with 
sheep’s wool discs driven by port- 
able electric machines. Two grades 
of buffing wool are used on each 
piece, the first one being applied 
after a buffing compound is 
sprinkled over the finished sur- 
faces. The second buffing wheel 
gives the work a light dry buf- 
fing; then follows a thorough 
wiping off and polishing with dry 
waste. 

Finished furniture is carefully 
inspected, hardware is put on, it 
is packed in cartons or crates, and 
placed on another conveyor of 
the same type which passes 
through the warehouse and on to 
the shipping platform. 

In addition to the seven spray 
booths on the conveyor line (one 
on the first floor, six on the sec- 
ond floor) there are two general 
utility spray booths on the first 

(Continued on page 61) 
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..+++ Thoroughly Engineered 
Automatically Controlled 


In this highly competitive era efficient oven 

equipment is very essential in any business where 

finish and product appearance are important. 
That is why hundreds of manufacturers every year 
turn their entire oven problem over to Mahon. . . 
they know that Mahon installations are thoroughly 
engineered and automatically controlled to meet 
the specific requirements in each individual case. 
You, too, can profit by the years of practical expe- 
rience and the technical knowledge available to 
you through the Mahon organization. Call in a 
Mahon engineer today—consultation will not place 
you under any obligation. 


THE R. C. MAHON COMPANY 
DETROIT — — CHICAGO 


Designers and Manufacturers of Metal Cleaning Machines, 

Rust Proofing Machines, Hydro-Filter Spray Booths, Ovens 

of All Types, Hydro-Foam Dust Collectors, and Many 
Other Units or Special Production Equipment. 
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ROCHE PORTABLE 
PAINTING OUTFIT 
HAS MORE PAINT. 
2 Rem on @ 7 - Sn & up 4 
THAN ANY OTHER 
4 HP or '; HP OUTFIT 





belie 


time 


6 STAR FEATURES 


¥% Delivers 3 C.F.M. at 40 lbs. working pressure! 
% Forced Draft Cooling increases efficiency! 

¥% No oiling. Lifelong sealed lubrication! 

¥% Totally inclosed to protect working parts! 

¥% Streamlined, light, and compact! 

¥% G. E. Motor with automatic thermal overload! 


BINKS MANUFACTURING COMPAN) &- 


3114-40 CARROLL AVENUE CHICAGO, ILLINO! (BY 
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“ 


Although the Roche Portable Painting Outfit has been on the market for less 
than two months, it has already created a sensation in all corners of the paint- 
ing and finishing world. It has scores of uses. With the new Roche “R-1” 


Gun it gives perfect distribution of lacquer and other quick drying finishes on 
furniture, metal work, woodwork, toys, novelties and wherever quality finish 
is important. With the new “R-3" Gun it becomes the fastest small unit for 
handling heavy materials and for maintenance painting. In fact, to our knowl- 
edge, this portable outfit has more painting capacity than any other 1/4 or 
1/3 H.P. outfit on the market today. 


We are so proud of this new Roche outfit and its performance that we want 
to show you how it works. We want to bring one of these units into your 
plant and demonstrate it under your working conditions. There will be no 
obligation on your part other than your attention for a few moments. We 
believe you'll see a great many places where you will be able to save both 


time and money with this handy portable spray. 


BINKS MANUFACTURING COMPANY 


Send in this 
3114 Carroll Avenue, Chicago, Illinois 


coupon fora 
demonstration, Gentlemen: 

or for descrip- I am interested in what you say about the Roche Portable 
tive literature. Painting Outfit and would like to know more about it. 


[] Please give me a demonstration in my own plant. 





[) Please send me your catalog on the Roche unit. 
Name. 
Company. 
Address.. 


City. 
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PERMACEL 


The Paper Backed Tape 
For dependability under the most 7 JONFLEX 
trying conditions, the Electrical 
Industry has put the stamp of *INDUSTRIAL 
approval on these industrial ad- Coaree Goth Tape 
hesive tapes. *UTILITAPE 


You can't beat them for insulating, building Waterproof Cloth 
motor coils, condensers, clock motors, radio Tape in standard colors 


rts, electri or ete. 
pa electric raz — e *ELECTAPE 
if you have any special tape problem, ais cre ecpmsiommaaeg 
consult our laboratory. No obligation. *METACEL 
Metal Foil Backed Tape 


\ Sev ED 
INDUSTRIAL vexcet. 
rAPE ea Tape 


CORPORATION Samples on request 
NEW BRUNSWICK, N. J. oe 


Ewing Galloway, N.Y. 
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Neat Infra-Red Heat 


FOR DRYING FINISHES ON METAL SURFACES 


This article is in reply to many 
inquiries asking for practical and 
authentic information about the 
use of infra-red electric lamps 
for supplying heat to dry finishes 
on metal surfaces in production. 





A small experimental installation of 
250- watt tungsten - filament drying 
lamps over a conveyor on which metal 
drawers are drying after. painting. 


way to skin a cat, there is 
more than one way to dry a 
dishrag. For example, you can 
put it on top of a warm oven, or 
actually in the oven, or you can 
hang it on a clothesline out in 
the sun. In almost any kind of 
drying, heat, regardless of how 
it is applied, is necessary. Heat 
speeds up the rate of evaporation 
of whatever liquids are to be 
driven off. 
We can dry a dishrag by put- 
ting it on top of a warm oven be- 
cause when a heated object 


Jr as there is more than one 





BY ROBERT W. MORRIS 


General Electric Company 
Nela Park Engineering Dept. 


touches a cooler object there is a 
transfer of energy; the heated 
object loses some of its heat and 
the cooler object acquires some 
of this heat. This is heating by 
contact. 

The dishrag that we put in the 
oven to dry is heated and dried 
by convection. In a sense this is 
really contact heating, for it is 
contact between the dishrag and 
a stream of circulating warm air 
that heats and dries the rag. 

When we hang the dishrag in 
the sun we are counting on radia- 
tion of the sun’s energy to pro- 
duce heat and effect drying. The 
radiation that is absorbed by the 
rag is converted into heat. 

Most drying processes, to be 
sure, combine two or even all 
three of these methods of drying. 
For example, in an oven most of 
the heating is done by convection, 
but a certain amount of it is 
done by radiation too. The heat- 
ing elements and the inside sur- 
faces of the oven radiate energy 
which is absorbed by the object 
that has been placed in the oven 
for heating. 

Of course you may not be par- 
ticularly concerned about the best 
way to dry a dishrag. But the 
same general principles are in- 
volved in the drying of most of 
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the paints, varnishes, lacquers, 
enamels, and other liquid finishes 
that are applied to the surfaces 
of all sorts of manufactured ar- 
ticles. 

In drying various types of sur- 
face finishes convection heating 
has been the chief method used 
for many years. Contact heating 
has been ruled out in most cases 
by the fact that it is usually 
difficult to bring a heating ele- 
ment into contact with a freshly- 
painted or lacquired surface with- 
out marring the’finish. Radiant 
heating, for the most part, was 
overlocked because it was con- 
sidered inefficient and expensive. 

It was not until a few years 
ago that experimentation with 
radiant energy drying was ini- 
tiated at the Ford Motor Co. plant 
in Detroit, Mich.* These experi- 
ments employed incandescent 
lamps as the radiators of near 
infra-red energy. The problem was 
to dry lacquer and synthetic-resin 
enamel body finishes in less time 
than was required by the huge 
steam heated ovens that had been 
used for many years for this pur- 
pose. The results of the experi- 
ments at the Ford plant led to 
the adoption of radiant energy 
drying on a large scale in this 
plant and to active experimenta- 
tion with infra-red drying in vari- 
ous other industries. 


Development of Infra-red 
Drying Lamps 

A recent development for such 
applications is a new tungsten 
filament lamp. Contained in a 
standard PS-30 clear bulb, the 
lamp is a 250-watt device de- 
signed for long life and relatively 


*The Ford Motor Co. holds Patents No. 
1,998,615 and No. 2,057,776 relating to 
radiant energy drying. 





low output of visible light. It is 
ruggedly made so that it can 
readily stand the shocks and vi- 
brations incident to drying serv- 
ice. Ordinary incandescent lamps 
may serve very well as drying 
lamps, but since they are de- 
signed primarily as light sources 
they are not so well adapted to 
drying as the lamps designed spe- 
cifically for that service. 


Drying lamps have a color tem- 
perature of 2500°K instead of 
around 3000°K and this means 
that a greater percentage of the 
energy that they radiate is of 
wave lengths that are most ef- 
fective in drying—that is, those 
in the near infra-red region of the 
spectrum. It also means that the 
drying lamps have much longer 
lives than have the ordinary 
lamps designed to live 750 or 1000 
hours. Actually, in service, these 
tungsten filament drying lamps 
are found to live many thousands 
of hours. 

It has been found in some cases 
that near infra-red drying with 
filament ] amps, when used on lac- 
quers ar.! quick-drying enamels, 
has required only 5% to 15% of 
the time required by previous 
methods. Under near infra-red 
heating, air-drying and semi-air- 
drying finishes, such as synthetic 
lacquers, can be dried enough to 
permit handling in less than three 
minutes. At the end of 15 min- 
utes these finishes have attained a 
hardness equal to that produced 
at the end of one hour in a bake 
oven at 300°F. 


Results Depend Somewhat 
On Finishing Materials Used 

Of course, there are many va- 
rieties of enamels, lacquers and 
paints, and for this reason it is 
extremely difficult to make inclu- 
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sive statements regarding the re- 
sults that are likely to be ob- 
tained with near infra-red drying. 
As is usually the case with new 
methods and new techniques, the 
most satisfactory ways of putting 
them into practice are often de- 
termined by trial and error. There 
is no doubt that considerable ex- 
perimenting remains to be done. 

Temperatures as high as 600°F. 
have been produced experimental- 
ly on wheel finishes, but more 
typical temperatures range from 
250° to 300°F. Among factors 
that affect the temperatures that 
can be produced by drying lamps 
are: The distance from the lamps 
to the objects being dried, the 
wattage employed, the diameter 
of the reflectors, and the pigment 
and vehicle of the finish. 

Where radiant energy drying 
offers advantages, these usually 
consist of a saving of time, space, 
and expense, and often, in addi- 
tion, a better job. Radiant en- 
ergy drying equipment may be 
installed over many types of con- 
veyors and hence it is often pos- 
sible to dry articles as they are 
conveyed from one operation to 
another. Where this procedure 
replaces drying in which articles 
must remain stationery (after 
waiting their turns) the saving 
in time and cost of production 
may be considerable. Further, re- 
diant energy drying lamps can be 
turned on or off as they are 
needed—and there is no warm-up 
period necessary before they can 
go to work. 

One fortunate characteristic of 
infra-red drying is that the dry- 
ing occurs either from the inside 
out or at least evenly through 
the cross section of the paint or 
lacquer or other finish. This elim- 
inates a difficulty sometimes en- 








countered with other drying meth- 
ods—a surface film that forms 
and makes the finish appear dry 
while actually it is still wet next 
to the surface on which it has 
been applied. 

While they are wet, typical lac- 
quers (and the same is true of 
many paints) have their greatest 
absorption in the visible and near- 
visible region of the spectrum. 
This means that any device used 
to dry these lacquers will be most 
effective if most of the energy it 
radiates is in the visible and near- 
visible regions. Heating not only 
vaporizes the volatile part of the 
vehicle but also brings about a 
chemical reaction which cures or 
sets the film. For a given amount 
of radiant energy delivered upon 
a lacquered or painted surface 
that is being dried, the speed or 
effectiveness of drying depends, 
to a large extent, upon the re- 
flecting characteristics of the pig- 
ment. 


Proper Reflectors Are 
Essential for Good Results 

The proper reflecting equipment 
is as important for infra-red dry- 
ing lamps as for standard lamps 
used for lighting. Accurate con- 
trol of the energy output is es- 
sential, and parabolic reflectors 
are generally used to keep the 
heat rays in a more or less con- 
centrated beam. Efficiency, main- 
tenance, and cost are the im- 
portant considerations in select- 
ing a reflector for drying, just as 
they are for lighting. 

So far as materials are con- 
cerned, electrolytic gold appears 
to be well adapted to reflecting 
near infra-red radiation, although 
copper and silver painting are 
very nearly as good initially. The 
difficulty with these last two is 
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that they tarnish quickly. Alzak 
aluminum reflectors give fairly 
satisfactory results. Reflectors 
must be cleaned about every six 
weeks when they are used for dry- 
ing lacquer. The usual technique 
in mounting the reflectors is to 
mass them as solidly as possible, 
that is, to have them touching rim 
to rim. 

It is really remarkable how 
well efficient reflectors confine the 
heat to the area where it is de- 
sired. Indeed, it is possible to 
place one’s hand on the back of a 
reflector during operation without 
discomfort. This is a tremendous 
boon for those who must work 
close to the drying operation. 


Humidity in Room 


URING winter time the steam- 

heated finishing rooms of 
woodworking factories, in locali- 
ties where outside temperatures 
range between zero and 30°F., 
will have a relative humidity 
sometimes lower than 15%. 

This atmospheric condition has 
four bad effects: 1) It sets up, 
in the wood, excessive internal 
strains that are conducive to 
checking and warping. 2) Some 
types of finishing materials will 
not dry properly. 3) The atmos- 
phere will be heavily laden with 
solvent fumes. 4) Excessively low 
humidities are unhealthy; men 
working under these conditions 
are more susceptible to winter 
colds. 

A simple and convenient means 
of increasing the percentage of 
moisture in the air is to arrange 
for pin-point jets of steam to 
escape at various localities in the 
room. The accompanying sketch 
illustrates one practical applica- 
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tion of this principle. Here a 
short length of horizontal pipe, 
perforated at the bottom, is con- 
nected to the steam line. You in- 
clude a control valve and a gal- 
vanized or copper trough to catch 
the condensation, which can be 
piped to a drain, as shown. 
Movement of the air by the 
spray booth exhaust fans is usu- 
ally sufficient to distribute the 
moisture-laden air (near these 
steam jets) throughout the room 
although auxiliary fans are some- 


Main Steam Line = 


el 
-, 

= 

s-in. Holes in Bott a) 
+ > + 

} 
a > ~~ 
— + = 

_Troug illect Condensation : 
a ————— 


To Drain—= 


Simple device to humidify room air. 


times necessary or desirable. In 
large rooms, several of these units 
should be installed. With the in- 
troduction of added moisture into 
the excessively dry air, the first 
and most noticable effect is the 
immediate disappearance cf the 
heavily-laden odorous atmosphere. 
Subsequently, you will notice less 
checking and warping of wood 
products in the finishing depart- 
ment—and finally less time lost 
by workmen.—T. J. PIRRUNG. 


Wm. C. Schaefer Dies 


Mr. William C. Schaefer, one of 
the organizers of The Schaefer Varn- 
ish Co., Louisville, Ky., died at his 
home in Indianapolis, Ind., Augus! 
7. 1939. Prior to the organization of 
The Schaefer Varnish Co., in 1926, 
Mr. Schaefer had spent 15 years 
traveling for the Sun Varnish Co. of 
Louisville, Ky., in the Indiana ter- 
ritory. 
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THE ADVANTAGES 
OF WRINKLE. .. 
oloc THE SMOOTH 
IVE your produc- 
Gticn methods tne APPEARANCE OF 
speed and economy 
of better finishing PORCELAIN 
handling, plus the 
added beauty and sales appeal which 
this remarkable new Berry Multiform 
Finish offers. Hides surface defects and 
does not catch dust and dirt. 2-color 
effect with single handling. Air dry or 
baking. Heat resistant. Low cost. No spe- 
cial equipment needed. Applicable to 
any surface that can be painted. Wide 


color selection. Write for details on free 
demonstration offer in your own plant. ASK ABOUT 


multiform Me 


DEMONSTRATION 
BERRY BROTHERS OFFER 


industrial Varnishes @ E 
DETROIT, MICHIGAN WALKERVILLE, ONTARIO 

















Production ‘Finishing of 


presents one of the highly 

specialized problems of the 
wood finishing field. The finish 
on a pipe must present a satis- 
fying urge-to-buy appearance and, 
once the pipe goes into use, it is 
continually subjected to a type of 
service that puts it to some un- 
usually severe tests. 

Briar root, originating prin- 
cipally on the shores of the Med- 
iterranean Sea, is received in the 
form of blocks about the size of a 
man’s fist. These blocks are care- 
fully air dried and then shaped 
on copy lathes, chucking ma- 
chines and variety shapers of 
special design. Various types of 
belt and pneumatic sanders are 
used to perfect the final smooth 
surface. 


To SMOKER’S briar pipe 


root is expensive and 


Briar 





varies widely in grain and tex- 
ture, in addition to showing fre- 
quent checks and knots. A 
straight or “flame” grain is most 
desirable and, in a perfectly sound 
state, this forms the best grade of 
pipe. Sound pipes of a less strik- 
ing texture form the next grade, 
while pieces with small checks, 
pits and open defects that can be 
puttied comprise the low priced 
group. 

Careful consideration of the 
size, grain and shape of the stock 
determines the style of pipe to 
be made from it. Pipes slightly 
damaged or those that show up 
slightly defective during the 
course of shaping are frequently 
reworked into smaller models. 

Many pipes developing surface 
cracks, pits, knots or discolora- 
tions in the process of manufac- 
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Left: An automatic spraying and 


drying machine in operation finishing 
briar pipes. It applies two coats» of 
lacquer, each followed by a period of 
drying in a heated chamber. Photo. 
courtesy of the Paasche Airbrush Co. 

Right: 


revolving holder, showing two different 


Author's sketch of pipe on 


positions in line with one of the spray 


gun nozzles pointed toward the work. 


BY W. T. SMITH 


ture are salvaged by using them 
as rough or “shell” briars, or in 
various novelty effects combining 
the rough finish with smooth 
areas in symmetrical designs. 

The puttying operation, per- 
formed on all culled smooth pipes 
below the best grades, is em- 
ployed to fill all cracks, checks 
ard small knot holes. It is a 
problem to secure a wood putty 
which will not shrink under the 
heat of the pipe’s use and which 
will, in some measure, accept the 
stain in such a manner as to ren- 
der the repair inconspicuous. Per- 
formed just before the final sand- 
ing, the puttying permits the lev- 
eling of the repair in the final 
smoothing. 

Bits, ferrules and inserts are 
purchased parts. The rubber bit 
is the most commonly used; it 
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comes in a rough moulded form 
and each pipe is individually fit- 
ted with one before final sanding. 
Each pipe thus carries its own 
bit through succeeding operations 
where it is sanded and buffed to 
perfect conjunction with the wood 
part. 


Staining the Wood 


Staining the briar pipe, as in 
all wood finishing schedules, is 
the critical operation and one that 
fixes the individuality and char- 
acter of the result. Pipe manu- 
facturers are reticent about their 
staining operations and the prep- 
aration of their stains. 

Finished colors range from very 
pale and “natural” to almost 
black and very deep shades of 
red and brown. In the past year 
“painted” or enameled pipes in 





rather startling shades of red 
and purple have made their ap- 
pearance. They are a conventional 
briar of good quality and are de- 
signed, presumably, for the col- 
legiate trade. 

Staining is a dip operation— 
usually followed by wiping—us- 
ing, for the greater part, spirit 
dyes or the “non-grain-raising” 
types of stain. A few makers still 
adhere to the use of water stains. 
A great deal of effort is expended 
in attempts to bring out, in strik- 
ing undertones, the beautifully 
figured and “flame” effects promi- 
nent in fine quality briars. Toward 
this end the old cabinet finisher’s 
trick of a double staining is often 
used. A bright sharp toner is 
followed by a deeper overtone 
stain. The contrasting texture of 
the natural figure does the rest, 
especially when supplemented by 
a judicious wiping operation. 
Many “spirit off’—that is, wipe 
the stained pipe with a rag satu- 
rated with alcohol—to alleviate 
bronzing tendencies and to bring 
up the highlights on the harder 
grain in the wood. 

One interesting variation of 
staining technique (one of many) 
is that of taking the stained pipe 
and applying it to a muslin buff 
wheel with a generous application 
of cutting compound. The buffing 
operator cuts the stain practically 
all off the surface, but leaves the 
figure of the wood sharply out- 
lined by the remaining stain 
which has penetrated deeply into 
the softer texture and the natural 
microscopic interstices of the 
wood. The result is a pipe of 
practically natural color but with 
its figure strikingly outlined and 
emphasized. Due to the deposit 
of greasy buffing compound on 
the surface, it is usually imprac- 
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tical to lacquer such pipes, there- 
fore shellac polishing is resort- 
ed to. 

Pigment wiping stains, which 
are ordinarily well adapted to the 
development of wood character, 
have not found a prominent place 
in pipe finishing. In general, they 
will not stand the heat imposed 
on a pipe in use and tend to in- 
duce blistering. The staining, like 
all other early operations, is fol- 
lowed by a close inspection for 
the detection of irregular color- 
ing, white spots from puttying, 
chips, cracks, etc. Stains are dried 
from several hours to overnight, 
depending upon facilities and the 
type of stain used. 


Coating; Shellac; Lacquer 


The conventional briar pipe fin- 
ish is achieved in one of two 
methods—that of shellac polishing 
or by lacquering. It is probably 
safe to say that the lacquered 
product (two spray coats and 
buffed) enjoys a considerable ma- 
jority. The polished or shellaced 
pipe enjoys much the same posi- 
tion as the oil-finished gun stock, 
in that some smokers prefer the 
duller “close to the wood” finish 
—being a mark of conservative 
quality as opposed to the glossy 
sleekness of a popular priced 
product. Another reason for ad- 
herence to hand polishing is its 
adaptability to odd-shaped pipes 
which do not easily lend them- 
selves to conventional production 
procedure. Pipes on which the 
stain has been “scoured” off for 
special coloring effects are often 
finished with a shellac polish be- 
cause of a persistent refusal of 
lacquer to adhere .to the surface 
left by the cutting compound. 

This hand polishing is similar 
to the old French polishing sys- 
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. If your product possesses alluring 
lines and the eye-appeal of the young 
Miss in the picture .. . 


If the finish of your product excels 
above all competition in beauty, attractive- 
ness, personality, and character . . . 


If you know that the finish of your product 
is the best possible, and that it has the lure 
to get the customer’s attention in preference 
to the next fellow’s product . . . 


Then your product has the Loo appeal that 
creates sales. 


If you're not absolutely sure about any one 
of these factors, write now to our Creative 
Studio for an analysis and check-up of the 
finish you are using. No obligation . . . 
no charge to reputable firms. 


ROCKFORD VARNISH COMPANY 
Manufacturers of Finishing Materials 


Se eee Beste Ft terse t's nO TAMPERING 
WITH quatity 
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Polishing final finish on buffing wheel. 


tem. It produces a high luster, 
close-to-the-wood finish at a very 
low unit cost. The exact process 
is surrounded by more or less 
secrecy on the part of the users, 
and involves various pet formulas. 
In general, it consists of a shellac 
solution containing some wax 
which is applied in a dab to the 
work and then polished on a loose 
muslin wheel. An expert opera- 
tor will turn out as high as 100 
pipes an hour by this method. Un- 
fortunately, the high polish is 
relatively fugitive, dulling down 
quickly under the heat and han- 
dling of use. 

Cellulose lacquers for pipes are 
of a highly specialized nature and 
are supplied to the trade by a 
relatively small group of manu- 
facturers who have made a spe- 
cialty of their development. The 
leading types are fully covered by 
patents. 

In general, pipe lacquers are of 
low solids content and high vi- 
scosity, and are applied in a 2-coat 
system for buffing. Several sig- 
nificant and peculiar problems 
confront the maker of a pipe 
lacquer. The material must have 
ample body to afford a full smooth 
finish in two coats; it must flow 
quickly and smoothly without 
runs; it must be completely re- 
sistant to blistering under heat 





and to bleeding of the stain, as 
well as offering resistance to per- 
spiration and handling. 


Automatically Sprayed 

Many — probably the majority 
—of briar pipes are machine 
sprayed. Machines for this pur- 
pose are built by some of the lead- 
ing spray equipment manufac- 
turers and are remarkably in- 
genious and efficient. 

The pipe, mounted on a suit- 
able holder (usually a gooseneck 
terminating in a plug for the 
bowl opening) travels on a spin- 
dle on a link chain conveyor. For 
a short distance on the conveyor 
the spindle is revolved by a small 
pinion or friction wheel as it 
passes a suitably mounted spray 
nozzle with cam-operated valves. 
As the revolving pipe reaches a 
point opposite the nozzle, the fluid 
and air valves are opened by 
cams and the nozzle follows the 
pipe along the conveyor for a 
distance of about 15-in. or 18-in., 
or until the pipe has made three 
complete revolutions under the 
spray at a distance of about 6-in. 
to 8-in. from the nozzle. The 
mounted gun stops, the valves 
close and the gun snaps back to 
its original position for the next 
pipe. 

On leaving the spray nozzle 
the pipe on the conveyor enters a 
drying chamber where it is sub- 
jected to a temperature of 115° 
to 125°F. for a period of four to 
six minutes. Since two coats com- 
prise the conventional finish, the 
pipes may then pass another or 
the same spray nozzle and ad- 
vance into another or the same 
drying chamber—depending upor 
the size and type of the machine. 

Coating in this manner is at 
the rate of approximately 30 
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THE MAKERS OF POLYMERIN, the original speed-bake metal finish, have 
created a new hammered finish with many of the exceptional properties of Polymerin. The 
new finish, called POLYMEROID, is manufactured with a Polymerin base, and hence re- 
tains the characteristics of mar resistance, durability, heat resistance, and adhesion which 
Polymerin provides. In addition, it may be baked ona short schedule, and it is easily sprayed. 


WHERE TO USE POLYMEROID— 
POLYMEROID is being used successfully 
wherever a rough-appearing finish is desir- 
able. It hides defects such as spot weld marks 
and file scratches, and it covers rough or 
porous metal with a lustrous hammered- 
effect surface, which is, in reality, entirely 
smooth. This beautiful finish will NOT 
attract dust; there are no wrinkles or crev- 
ices in the finish when POLYMEROID is 
used. The uniformity of its hammered pat- 
tern may be closely controlled. 

POLY MEROID, like Polymerin, is heat- 
resistant. Hence it is ideal for finishing such 
products as space heaters, boiler jackets, 
water heater cabinets, and all types of heat- 
ing appliances. The toughness and resistance 


*Trade Mark Reg. U. S. Pat. Off. 


of Polymerin-base POLYMEROID make it 
well-suited for products where durability 
as well as beauty is a consideration. 
POLYMEROID is available in a variety of 
popular colors. 

The greater mileage of POLYMEROID 
makes it more economical to use than other 
types of finish used for similar applications. 
The unusual optical properties of this new 
finish cannot be appreciated without seeing 
an actual Polymeroid sample. 

LET POLYMEROID SAVE FOR YOU! 
Write for information on this new ham- 
mered finish, and learn how it can be 
used to advantage in your plant. Address 
Dept. L.F.S., Ault & Wiborg Corporation, 
75 Varick Street, New York City. 





AULT & WIBORG CORPORATION 


makers of POLYMERIN, the original speed-bake metal finish 


pieces per minute or 1800 per 
hour. The double machine, which 
applies and dries two successive 
coats without removal or han- 
dling of the pipes, will coat 14,400 
pipes complete, ready for buffing, 
in each 8-hour day. 

Careful adjustment of the air 
and fluid pressure, and a fairly 
close control on the viscosity of 
the material, enable the machine 
to apply a perfectly even wet 
coat without runs or dry spots. 
The first coat will penetrate con- 
siderably, leaving the grain and 
texture of the wood still fairly 
conspicuous. The second coat pro- 
vides a full smooth surface which 
will buff to a perfect glass-like 
surface with relatively little ef- 
fort. 


Buffing Final Finish 


Buffing of the lacquered bowl 
and the rubber bit, simultaneous- 
ly, is done on a loose muslin buff 
in the conventional manner. The 
wheel is kept generously treated 
with a bar of buffing compound 
and the pipe is kept moving rap- 
idly and systematically with con- 
siderable pressure until its entire 
surface is buffed. Most operators 
insert a finger in the bowl open- 
ing and twirl the pipe on the axis 
thus formed against the wheel. 
It is relatively easy to cut through 
the lacquer film, but operators de- 
velop great skill and speed in the 
operation and there is little rejec- 
tion from any cutting througu. 

Following the cutting operation, 
the pipe is usually subjected to a 
“clean-up” or polishing on a dry 
wheel, or on one treated with a 
polish or cleaning compound to 
assist in removal of the greasy 
residue from the cutting com- 
pound. Various polishing proc- 
esses are used according to indi- 


- 
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vidual preferance and practice. A 
correctly finished pipe, bearing a 
film of a good pipe lacquer will 
have a perfectly smooth mirror- 
like brilliant surface. In some 
cases the final polishing touch 
may be done entirely by hand, 
using a small amount of polish on 
a soft cloth as a preliminary to 
the final inspection and packing. 

There is no little controversy 
and difference of opinion with re- 
gard to the “blister test.” A lac- 
quer that has a tendency to blister 
will almost invariably do so dur- 
ing the burning of the first two or 
three pipefuls of tobacco. The 
effect varies from perhaps one al- 
most microscopic blister to a puffy 
lifting of the finish film from 
most of the surface of the pipe. 
The results of tests are sometimes 
inconsistent due to a variety of 
causes. Briar, like any other 
wood, varies in its structure, 
grain and texture. No two pieces, 
even from the same root, are ex- 
actly the same in texture and 
structural conformation. A very 
slight defect in the structure of 
the wood will often lead heat and 
gases from the burning tobacco to 
the surface of the pipe to cause a 
blister in any lacquer. There are 
other less obvious variables also; 
for example, the effect of the 
moisture introduced by the saliva 
of the smoker. 

Despite conservative convictions 
to the contrary, the cellulose lac- 
quer finish for the smoking pipe 
has much to recommend it. The 
freshly finished article, with its 
brilliant mar-proof surface, has 
a distinct eye appeal to the pros- 
pective purchaser and lends itself 
readily to attractive display by 
the retailer. A good pipe lacquer, 
properly applied, will endure for 
the life of the pipe. I have seen 
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WANTED 
10 Salesmen 


Because of the tremendous and over- 
whelming response to our new 
GUARDSMAN FINISH, we must add 
to our force at once 10 new experi- 
enced and progressive salesmen. 


The background, resources, and facil- 
ities of the Grand Rapids Varnish 
Corporation plus the immediate assur- 
ance of large increases in sales because 
of the Guardsman program offer an 
exceptional opportunity to “go-getters” 
interested in improving their positions 
and earnings. 


Please communicate with us at once 
stating in your letter or wire complete 
information on your past experience 
and territory in which you are most 
familiar. Our sales organization knows 
of this advertisement. Your applica- 
tion will be respected in complete 
confidence. 


None genuine without 
this seal of identification 





Because for the first 
time Guardsman Fin- 
ish dispels all uncer- 
tainty of finish quality, 
it is being received 
with unanimous enthu- 
siasm. Hundreds of 
inquiries from manvu- 
facturers and retailers 
are demanding 
Guardsman Finish. It 
is backed with national! 
advertising and an 
extensive trade pro- 
motion program. It is 
the sensational fea- 
ture of the industry 
for the next market. 


Guardsman Finish 
for fine furniture 


e A beautiful, hard, tough, 


durable finish 


@ Highly Resistant to 
Mars 


Liquer 
Scratches 
Het dishes 
Boling water 


Quality finisheng materials from 


The Grand Rapids Varnish Corporanon 


Guaranteed by 


GOOD HOUSEKEEPING 


AS ADVERTISED THEREIN 





THE GRAND RAPIDS VARNISH CORPORATION 


GRAND RAPIDS, MICHIGAN 


Manufacturers of 


Guardsman Finish 
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Automatic 
Airpainting Units 


Automatic Airpainting Unit with Oscillating 
Arm. Pats. No. 2,069,844; No. 2,069,845 


SAVE THOSE COSTLY 
PRODUCTION HOURS 


A Paasche Automatic Airpainting Unit means 
more profits for you—the automatic tile coat- 
ing unit illustrated is now paying big divi- 
dends because of these four savings: 

1. Greater continuous production—!,875 


metal tile squares coated uniformly 
every hour. 


nn 


. Savings in material—uniform full cov- 
erage with no loss of material. 


3. Better, more attractive finishes—guns 
automatically oscillate and apply ex- 
act amount of material wanted — no 
rejects now. 


—_ 


. Savings in floor space — decreased 
maintenance — reduced labor and 
handling costs. 

Unit is 21 ft. long; 3 ft. wide; 2 ft. 6 in. high 

with 32 in. stroke airoperating oscillating 

device. 

Let our engineers show you how to coat your 
roduct automatically—better, faster and at 
ess cost. Send samples and indicate pro- 

duction desired—no obligation. 


1917 DIVERSEY PARKWAY 
CHICAGO 
In Canada—A. R. Williams 


Machinery Co., Ltd., Toronto; 
Omer De Serres Ltd., Montreal. 

















used pipes which were completely 
burned out and cracked the full 
depth of the bowl, but the lacquer 
finish was entirely intact. A lit- 
tle rubbing with a soft cloth 
would restore its luster and make 
it look as good as the day it ap- 
peared on the retailer’s shelf. 














Acid Resistant Floor Resurfacer 


“Harder than concrete, tighter 
than rubber,”’ is what the Flexrock 
Co., 2300 Manning St., Philadelphia, 
Pa., claims for its new ‘“Rockflux” 
floor resurfacer for concrete floors. 
A new 4-page bulletin describes and 
illustrates the use and merits of this 
new development. 








Flexible-Shaft Tools 


A new, low-priced line of flexible- 
shaft tools for grinding, lishing, 
buffing, rubbing, wire brushing and 
sanding operations, is announced by 
the Stow Mfg. Co., Inc., Binghamton, 
N. Y¥. The new line will be known 
as the Stow Junior pedestal 
type with motor, extension cord and 
plug, flexible shaft and clamp spin- 
dle. Connection can made with 
any light socket. The pedestal is 
adjustable in height, maintains a low 
center of gravity with consequent 
good balance, even in extended posi- 
tion, and carries a convenient tool 
tray. 





Cleaning Polished Stee! Before 
Plating 


“The Cleaning of Polished Steel 
Before Plating’ is the title of an 
interesting, illustrated 5-page fea- 
ture article appearing in the May- 
June issue of Oakite News Service, 
nationally distributed magazine pub- 
lished by Oakite Products, Inc., 14 
Thames St., New York, N. Y. 

In addition to outlining the ad- 
vantages of electro cleaning with 
high-density reverse current, the ar- 
ticle describes a new material de- 
velopment that now makes practical 
in one operation complete removal 
of grease and smut from polished 
steel before plating. Known as Oak- 
ite Composition No. 54, the material 
is said to eliminate the need of de- 
greasing, presoaking, emulsifying 
solvents and mechanical scrubbing 
or hand wiping required heretofore. 
Free copies of this informative ar- 
ticle are available upon request. 
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cer Ms . 
| You will instantly appreciate 
ighter 

the clear, attractive colors pro- | 


duced on close-grained woods 
with Triplex Stains. The ap- 
pearance of quality is so evident that apparent value 


is added to each piece. 





Triplex Stain on maple, birch, gum, poplar and other 
close-grained woods is easily and economically applied. 
It sprays beautifully and is well adapted to emphasiz- 
ing high-lights and shadings in this operation. Triplex 


needs little wiping. Because of its penetrating ingredi- 
ents the underlying richness of color is undisturbed in 
the wiping operation. Bodying ingredients make suc- 
ceeding coats stand out more effectively. 


Lacquer may be applied over Triplex Stain as soon as 
desired with no danger of rotting, lifting or bleeding. 


Triplex Stain has the advan- 
tages of Beauty, Economy and 
Durability. Secure these ad- 
vantages for your product. In- 
vestigate Triplex now. 
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U PONT research chemists de- 
} veloped the new Du Pont Pene- 
rating Primer to substitute for sand- 
ng sealers az first coats. For, up till 
ow, the sealer has always been the 
weak sister” in finishing systems em- 
bloying sanding sealers. 

Du Pont Penetrating Primer has 
ualities that definitely increase ad- 
sion and scratch resistance. It gives 
bond of unusual depth between 
od and finish coat . . . making the 
ish much harder to scratch white. 
Painstaking field tests have proved 
advantages of Du Pont Pene- 
ting Primer over ordinary sealers. 
















YING TO SCRATCH THIS 
INISH IS A DOG’S LIFE! 


Doggone right, youngster! That’s because the 
dercoat is the new Du Pont Penetrating Primer 


Visit the DuPont “Wonder World of Chemistry” exhibits of the 
New York World's Fair and the Golden Gate International Exposition 


Chemists and furniture men really 
gave this primer the works—punish- 
ment much more severe than even 
abnormally hard service would give 
furniture. Yet even here, Du Pont 
Penetrating Primer came through 
with flying colors. 

Would you like a demonstration of 
these qualities right in your plant? 
Or full information about this remark- 
able new Du Pont product? Write E. 
[. du Pont de Nemours & Co. (Inc.), 
Finishes Division, Wilmington, Del. 
Canada: Canadian Industries Ltd., 
Toronto. Great Britain: Nobel Chem- 
ical Laboratories, London. 















INDUSTRIAL FINISHING 








EGYPTIAN 
FINISHING LACQUERS 


Finishing Lacquers for use over colored enam- 
els. Tough, light colored lacquers which withstand 
buffing to extremely brilliant high quality finish... 
Finishing Lacquers for use directly on highly pol- 
ished metals, giving extreme toughness and flexi- 
bility as well as beautiful brilliance and lustre... 
Finishing Lacquers for use over enamels and ex- 
posed highlights, giving maximum protection to 
both. 

Egyptian Finishing Lacquers impart beauty and 
depth of film which add to the quality of your prod- 
uct. They are impervious to various atmospheric 
conditions and are extremely resistant to handling, 
buffing, tarnishing and marring. Egyptian Finishing 
Lacquers are extremely durable and may be either 
air-dried or baked. Write for particulars. 





EGYPTIAN 
FINISHES 


In addition to hundreds of 
Clear Lacquer formulations THE 
made to meet standard and 


individual requirements, we EGYPTIAN LAC 1) UER 
of smonated Inceers aed | MANUFACTURING CO. 
Synthetics. Ask for details. ROCKEFELLER CENTER 

NEW YORK 
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SOME TIMELY QUESTIONS AND ANSWERS 


About Hot Lacguers 


Interest in hot lacquer development has been stimulated by its use 


in a number of furniture factories. In discussions of the merits of 


this process, several questions have been asked. While answers to 


some of these questions are obvious to many readers, they are all 


logical and deserving of practical discussion. In this article the 


author presents, in question and answer form, some of the points 


that have come up, together with his answers and comments on same. 


Q. Can hot lacquers be form- 
ulated to yield flat or rubbed- 
effect films? 


A. Perhaps the most striking 
results with hot lacquer have been 
obtained with rubbed-effect fin- 
ishes. The exceptional flow of 
hot lacquers produces finishes so 
smooth that they closely resemble 
a rubbed finish. 


When hot lacquers first came 
on the market several people de- 
clared that one of their limita- 
tions was that they could not be 
made “flat.” It is true that the 
flattening of hot lacquers must 
be done with agents 
which are unaffected by 
high temperatures, 
therefore common flat- 
tening agents, such as 
aluminum stearate, 
cannot be used. However, many 
flattening agents are available 
which produce films with varying 
degrees of flatness. Some of these 
agents produce films having defi- 


General Manager of 


Wabash Products Co. 





nite advantages over conventional 
cold flat lacquers. 


Q. Is the shrinkage of hot lac- 
quers greater than those of cold 
lacquers ? 


A. One of the objections to 
hot lacquer is the belief that a 
film of lacquer applied hot will 
shrink more than one that is ap- 
plied cold. Based on pure logic, 
a lacquer having 27% solids, 
when applied cold, is going to 
produce a film of a certain thick- 
ness which, when thoroughly dry, 
does not change in thickness. This 
film consists of only the solid 

components of the lac- 


BY C.W. SIMMS 2°: therefore if the 


same amount of solid 
components are applied 
by the hot lacquer 
technic they are bound 
to produce the same film thick- 
ness when dry, and one cannot 
shrink more than the other. 

As pointed out in a previous 
article on this subject, it was 








shown that there is no essential 
difference in composition between 
the films produced with the hot 
lacquer technic and those pro- 
duced by conventional methods. 
If such is the case it is obvious 
that after complete drying, or 
loss of the volatile ingredients, 
there can be no more change in 
the film than there is with cold 
lacquers. 

It is true that several prelim- 
inary demonstrations of hot lac- 
quer indicated objectionable 
shrinkage. In each case this was 
due to the fact that the lacquers 
used were formulated with high 
proportions of very slowly evapo- 
rating solvents which were not 
given ample time to leave the 
film before the rubbing operation. 
Thus, the effect produced was 
that the film had shrunk, where- 
as the same type of formulation 
would have produced exactly the 
same results had it been applied 
by the conventional method. This 
is unquestionably an example of 
faulty formulation, since it is un- 
necessary to use solvents that are 
any slower than those used in 
high quality cold lacquers. This 
may seem a rather broad state- 
ment but it is nevertheless sup- 
ported by facts. 

While it is true that hot lac- 
quers, correctly formulated, will 
dry somewhat slower than cold 
lacquers, it is due entirely to the 
greater film thickness which is 
applied. This difference in dry- 
ing time, however, is not notice- 
able in the latter stages of drying, 
but it is quite apparent immedi- 
ately after application. 

In view of this situation it is 
a fact supported by actual tests 
that properly formulated hot lac- 
quers show no more shrinkage 
than cold lacquers of the same 
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quality. Quite extensive tests 
have been conducted along this 
line by one of the large raw ma 
terial producers, with the result 
that they have proved conclusive- 
ly that hot lacquers do not shrink 
any more than cold lacquers. 


Q. Are hot lacquers more re- 
sistant to cold checking than cold 
lacquers ? 


A. In most cases hot lacquers 
will be found to be more resistant 
to cold checking. Essentially there 
is no difference in this respect, 
since the films produced are or 
can be of the same composition. 
Cold checking of lacquers is 
largely dependent on the type of 
nitrocellulose; the higher the vis- 
cosity of the nitrocellulose, every- 
thing else being equal, the better 
the cold check resistance. Hot lac- 
quers, due to their higher viscos- 
ity, can be made with higher 
viscosity nitrocellulose and can 
therefore be made more cold 
check resistant. 


Q. Is the tendency to form 
pinholes and blisters much great- 
er with hot lacquers than with 
cold lacquers ? 


A. I must admit there is great- 
er tendency for pinholes and 
blisters with hot lacquer. At the 
same time I should also like to 
add that with proper formulation 
and correct adjustment of spray- 
ing conditions, this fault can be 
completely eliminated. 

It is my opinion, as well as 
that of others, that this phenome- 
non is largely dependent on the 
degree of atomization of the ma- 
terial being sprayed. Obviously, 
a material which is applied in 
large gobs will trap more air 
than a material which is com- 
pletely broken up before it hits 
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SALES MARATHONS 
START WITH THE 


FINISH... 


MODERN merchandising recognizes the 
value of an increasingly important element 
in selling — the persuasive influence of 
finish. Regardless of intrinsic value, let your 
product lack eye appeal and its chance of 
placing first in any sales race is small. 
Remember that you know what is beneath 
the surface of your product — but buyers 
don't. They judge by what they SEE. 
Possibly the Stanley Laboratory already has 
developed the finish which is the perfect 
answer to your coating problems. Address 
Department I. 


THE STANLEY @@ CHEMICAL CO 


easy Ss enmtrtran cemumetectrtictuw?t 
Te LL ee Ae Ree 
or THE STANLEY WORKS SOW SR tAee 
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the surface being finished. Since 
pinholing and blistering are pro- 
duced by trapped air, which does 
not leave the film or which leaves 
after the film has ceased to flow 
enough to obliterate these marks, 
it naturally follows that enough 
reduction in the amount of 
trapped air will eliminate this 
fault altogether. 

Pinholing and blistering, there- 
fore, cause no trouble with hot 
lacquer because as faults they 
can easily and completely be cor- 
rected. 


Q. Is the equipment used for 
applying lacquer hot very expen- 
sive? 


A. One of the requirements 
for proper application of hot lac- 
quers is that lacquer be furnished 
to the spray gun at an elevated 
temperature and under proper 
pressure. This is accomplished 
by the simple method of passing 
the material through a coil im- 
mersed in a thermostatically-con- 
trolled water or steam bath. Since 
the source of pressure is already 
available in most plants (that is, 
pressure tanks) it is only neces- 
sary to supply the coil type heat- 
er. Several makes of suitable 
heaters are on the market, as 
standard equipment and they are 
not expensive. 

Were it not for the fact that 
the heated material has to pass 
through a hose to the spray gun, 
the heater would be all the equip- 
ment necessary. In passing 
through the hose, however, some 
cooling will take place. This cool- 
ing is not objectionable in con- 
tinuous operation, as it can be 
compensated for by slightly in- 
creasing the temperature at the 
heating unit. On the other hand, 
with intermittent operation such 
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as must necessarily be used in 
practically every case, it is neces- 
sary to furnish heated material 
to the spray gun at a constant 
temperature, regardless of wheth- 
er the gun is idle or in actual 


operation. To accomplish this, 
some sort of a circulating system 
must be employed. It is fortunate 
that such circulating devices are 
available as standard equipment 
and are thus not expensive. A 
typical circulating unit includes 
a small motor and rotary-type 
pump that can be hooked into the 
line from the pressure tank to 
the heater, with a return line 
from the spray gun to the pump. 
Since the pump moves more liquid 
than is actually used it is easily 
seen that hot material will be 
available at the spray gun at all 
times. 


Q. Has hot lacquer equipment 
been proved by practical applica- 
tion, or is it still in the experi- 
mental stage? 


A. Equipment for the hot ap- 
plication of lacquer has been in 
continuous successful use com- 
mercially for some time. While 
it is true that the future will 
undoubtedly see some changes 
and modifications of present 
equipment, it is also true that 
present equipment is sufficiently 
well out of the experimental stage 
to permit its being used with 
trouble-free security. 


Q. Is there a greater tendency 
for sags with hot lacquer than 
there is with cold lacquer? 


A. On the contrary, there is a 
definitely reduced tendency in this 
respect. The rapid increase in 
viscosity of the lacquer in the 
spray cone accounts for this re- 
duced tendency to sag. Less sag- 
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® Office filing equipment is designed to protect records 
which oftentimes are valuable and irreplaceable. But what 
protects the equipment? 


A finish that resists scarring and scuffing under the slam- 
ming of metal-bound ledgers, the gouging of sharp-cornered 
objects and the harsh action of high-alkali cleansers is the 
requirement. And Glidden SPEDENE meets this requirement! 


Critical tests by manufacturers have proved that Glidden 
SPEDENE baking enamels meet their most exacting require- 
ments, which assures metal equipment of long-lived protec- 
tion and appearance for the ultimate user. 


Important from the production angle, SPEDENE can be 
applied by either spray or dip methods, and is readily adapted 
to any baking schedule—even as short as five minutes at 390 
degrees. It comes in all standard color requirements for the 
finishing of metal equipment. 


THE GLIDDEN COMPANY « National Headquarters, Cleveland, 0. 
Factoriesin: Reading * Chicago * St. Louis * Minneapolis * New Orleans 
Los Angeles * San Francisco * Toronto, Canada 
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ging means that work can be 
flooded without danger of refin- 
ishing or rejection by the inspec- 
tion department. It also permits 
more flexibility in the type of 
films produced with the same lac- 
quer and same finishing schedule. 


Q. Is the mileage of hot lac- 
quers less than that of cold lac- 
quers ? 


A. Contrary to what might be 
expected, production runs with 
hot lacquer have indicated mile- 
age at least equal to that of cold 
lacquer. About the only explana- 
tion that can be offered for this 
is the fact that a greatly reduced 
amount of spray dust is formed 
when lacquers are sprayed hot. 
With hot lacquer the viscosity 
of the material is so great after 
it leaves the spray gun that a 
goodly portion of material, which 
would normally go into the air 
as dust, actually hits the work to 
form part of the film. . . . Under 
identical spraying conditions hot 
lacquer will go as far as cold. 


Q. Might the high tempera- 
tures of hot lacquer affect the 
woods used in furniture manufac- 
ture? 


A. In reply to this question it 
might be well to again explain 
that hot lacquer has returned 
practically to room temperature 
by the time it has been atomized 
and traveled to the surface being 
sprayed, therefore, there is no 
danger of the temperature of the 
lacquer affecting the wood. 


Q. Do hot lacquers have to be 
baked or dried at elevated tem- 
peratures ? 


A. Hot lacquers do not have 
to be forced dried in any way. 
The thickness of film applied 
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does retard drying immediately 
after application, but on an over- 
night dry, drying has progressed 
as completely as with cold lac- 
quers. 

One manufacturer of novelty 
furniture is applying a very thick 
coat of hot lacquer and packing 
the goods in cartons six hours 
later. In every case, hot lacquer 
films can be rubbed after over- 
night drying—which is the best 
that can be done with cold lac- 
quers. 


Free Booklet on Bleaching Wood 


An interesting and _ informative 
booklet that explains the purpose of 
removing wild unwanted colors from 
raw wood to be finished in blond 
and mild tones, has been prepared 
and published by Kenneth O'Meara, 
Holland, Mich. The booklet also re- 
veals the details of certain methods 
of treating wood to remove objec- 
tionable color. 


Jones-Dabney Co. Expands 


The Jones-Dabney Co., Industrial 
Division of Devoe & Raynolds Co., 
and Wadsworth, Howland & Co., 
has announced removal of offices for 
the Eastern Division to its present 
eastern manufacturing plant in Mal- 
den, Mass. Last fall Jones-Dabney 
set up an industrial manufacturing 
unit in Malden for the eastern trade 
The company then transferred Mr. 
J. M. Creager from Louisville, Ky., 
to take charge of manufacturing. He 
had been Assistant Production Man- 
ager in Louisville and now continues 
in charge of production in Malden. 

To better serve the eastern trade, 
which includes New England and 
the Atlantic Seaboard, the company 
is now moving the sales offices to 
Malden. This makes the WTastern 
Division complete. Mr. George A. 
Litchfield, who has been Divisional 
Sales Manager at the Louisville Di- 
vision, is being transferred to Malden 
as manager. 

The Jones-Dabney Co. reports a 
substantial increase in sales over the 
same period last year. This increase 
is due to its acquiring several new 
industrial accounts as well as resin 
accounts. Regular accounts § are 
somewhat ahead of last year, which 
also is a good indication of improved 
business conditions. 
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WAX HAMEL 


BY THE MAKERS OF JOHNSON’S WAX! 






—— 
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es bea situ \-0 
, re ppee 
an enamel Waves Foods oF Palit 








that dries with 
a WAX finish! 


Smoother Surface — Due to the 
wax content, Johnson's Wax-O- 
Namel provides a smoother and 
more mar-resisting finish, a deeper 
lustre. 

Adaptability— Adaptable to any prod- 
ucts in air-dry or bake formulation. 





Mail Coupon 
Greater Durability—Rigid tests F . 
scons Seni Sienatienics en chin, Below for Further Information 


scratch or mar. SSeseeeeeeeeeeaeeeeeaeaeaanaaer 


Please send me without cost or obli- 
gation, complete information about 


The Johnson Industrial Division 
Specializes in the Manufacture of: 


o . 
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. ” 

Synthetics S the revolutionary new enamel— § 

Varnishes 5 Johnson's Wax-O-Namel. > 

Lacquers = S.C. JOHNSON & SON, INC. . 

Stains s Industrial Division . 

Undercoats . ts ; s 

Decmh a Racine, Wisconsin a 

" © s 
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requirements. Write us about yours « * 
difficult finishing problems. We will § Address____ ——_—_— ° 
welcome the opportunity to work ss . 
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Why Blue Haze on 
Lacquer Finish 


We finish our caskets with one 
coat of sealer and three coats of 
lacquer, after which some are dull 
or rather what we call semi-dull 
rubbed, and others are polished. 

First, we sand our lacquer 
down with No. 180 sandpaper, 
after which we rub it dull with 
3/F pumice stone and oil. Then 
our caskets are put in stock until 
ordered. When we take them out 
of stock, after two or three weeks, 
the finish seems to have a film or 
a blue haze on it. This is easily 
removed, but after it reaches its 
destination, the same trouble or 
condition reappears. This blue 
haze does not appear when our 
work is polished. 

What we would like to know is 
how can we clean our work so 
that it will not develop this dis- 
coloration, after the work has 
been in stock.—K. Casket Co. 





Some of the probable or possi- 
ble causes of your lacquer coat- 
ing turning blue or blushing may 
include: 1) Exclusion of light, 2) 
fumes from artificial gas and air 
impurities, 3) use of rubbing oil 
that is not moisture-resistant 
(some oils will blush readily), 4) 
lacquer that is formulated with 
too much ester gum, 5) rubbing 
the finish before it is thoroughly 
dry. 

There are several more, but I 
think these will cover this par- 
ticular case.—F. R. BOYNTON. 





Your trouble is one that is fre- 
quently experienced when: 1) The 
lacquer is not hard enough at the 
time of rubbing, 2) the lacquer 
is not of the right type, or 3) too 





Questions 
fAnsuers 








much heat is generated from the 
friction during the rubbing opera- 
tion. To decide definitely which is 
the cause of your trouble would 
require more detailed information 
than that contained in your ques- 
tion. 

Is your lacquer of the “royalty” 
or “non-royalty” type? Glossy or 
flat? What solid content? What 
is the drying time between your 
coats? How long does the last 
coat dry before rubbing? What is 
used to lubricate the No. 180 sand- 
paper during the sanding opera- 
tion? How long after sanding be- 
fore you rub? What kind of oil 
and rubbing pad do you use with 
the pumice stone? Is the rubbing 
done by hand or with a machine? 
What method do you use for pol- 
ishing the work that does not 
“bloom”, and how long after rub- 
bing before you polish? These are 
a few of the questions that should 
be answered before your trouble 
can be definitely located. 


Rather than wait for you to an- 
swer these questions, I will give 
you some general information 
about “blooming” of lacquer, in 
the hope that you can find the 
trouble and eliminate it. If you 
continue to have trouble, I sug- 
gest that you give me more de- 
tails regarding your operations, 
as suggested in the questions 
above. 

I will now consider each of the 
three principal causes of trouble 
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Mrimkbe FINISH 
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Regardless of variations in hu- 
midity or furnace conditions, 
Wrinkle-Cote produces ina 
single coat a perfectly uniform, 
close grained, soft lustre finish 
of better gloss and color than 


INALE 


THE 


WATSON-STANDARD CO. 


FACTORY AND GENERAL OFFICES: PITTSBURGH, PA. 
WAREHOUSES: BOSTON + BUFFALO « DETROIT 





heretofore thought possible. 
Manufactured under a New 
Wrinkle Inc. License and in 
Watson-Standard’s “Prescrip- 
tion Finish” Plant, Wrinkle- 
Cote offers you a definitely 
better product at the right price 
...Write us today for sample. 










TOUGH JOB HEADQUARTERS 


Prescription 
Finishes 


Give us your metal coating 
problem. We guarantee you 
an answer based on your 
conditions, and not just a 
standardized formula 
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mentioned in the first paragraph 
of this answer. 

1) Insufficient Drying: While 
lacquer sets out of dust and ap- 
pears to dry quickly, actually it 
does not reach its maximum hard- 
ness until some time after it is 
applied, because a certain propor- 
tion of the solvents are retained 
by the resin in the lacquer. The 
required drying time varies with 
the nature of the lacquer, the time 
between coats, the number of 
coats and the thickness of the 
coats. Generally speaking, where 
as many as three or four coats 
are used, the lacquer should not 
be applied more rapidly than two 
coats a day and the last coat 
should dry approximately 24 
hours before being rubbed. Where 
all coats are put on in one day, 
at least 48 hours should be al- 
lowed before rubbing. 

2) Improper Lacquer: There 
are great differences in the dry- 
ing and rubbing’ properties of in- 
dividual lacquers, depending upon 
the nature and proportion of in- 
gredients used. Some resins have 
a greater tendency to retain sol- 
vents than others; sometimes the 
proportion of nitrocellulose or 
plasticizer is not right to give 
good rubbing properties; the sol- 
vents may not be properly bal- 
anced; “non-royalty” lacquers 
tend to bloom after rubbing more 
than “royalty” lacquers, as a gen- 
eral rule; flat lacquers are more 
likely to bloom after rubbing than 
gloss lacquers; and lacquers with 
a high-solid content are inclined 
to bloom more readily than low- 
solids lacquers. 

3) Improper Rubbing: If the 
rubbing material is too coarse or 
if too much pressure is used, or 
if not enough lubricant of the 
right type is used, there will be a 





tendency for blooming—even if 
the lacquer is of the right type 
and is thoroughly dry. No. 180 
sandpaper is rather coarse for 
dry sanding and would tend to 
scratch the finish deeply and 
soften it considerably. I would 
suggest that at least No. 320 pa- 
per, or better yet No. 380 or No. 
400, be used. It should be lubri- 
cated with water or a mixture of 
water and gasoline or some simi- 
lar lubricant. 

The work should stand for some 
time after sanding, before it is 
rubbed with pumice and oil, to 
allow the softened lacquer to 
harden again. Not too much pres- 
sure, and a liberal amount of a 
“grease free” rubbing oil should 
be used on a felt pad that is not 
too coarse to prevent the pumice 
from being ground into the sur- 
face of the lacquer. 

Conclusion: In brief, your trov- 
ble is probably due to fine par- 
ticles of pumice stone being left 
on the work or perhaps ground 
into the surface of the lacquer. 
As long as traces of oil remain 
on the work, the pumice is color- 
less and the work looks clean. 
When the oil evaporates, the pum- 
ice turns gray and small traces 
of grease left by the rubbing oil 
sometimes make it !ook blue. 
Whether the cause is due to the 
lacquer itself, to the method of 
rubbing, to insufficient drying, or 
to a combination of these causes, 
cannot be definitely stated. Due to 
the fact that your polished work, 
which presumably stands for 
some time after rubbing and be- 
fore polishing, does not bloom, | 
am inclined to feel that your lac- 
quer is not dry enough when you 
rub it, and your rubbing opera- 
tion is too severe. 

Try letting your lacquer dry 
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longer before rubbing, use a finer 
sandpaper or eliminate it alto- 
gether, and clean your rubbed 
work thoroughly with a good 
cleaner (like Furn-I-Pol, which 
removes all oils and pumice slush 
and leaves a dry clean surface) 
and I believe your trouble will 
disappear. If it is still with you 
after these efforts, you had better 
ask a reputable lacquer company 
to send you a different type of 
lacquer.—R. L. MASTERSON. 


Dip Finishing Fish Bait 


For the past three years I have 
been making artificial fishing 
baits such as are commonly called 
plugs. What seems to trouble me 
is how large manufacturers blend 
the color together and then have 
a transparent coating over all. I 
would like to know how different 
kinds of finishes are put on the 
wooden plugs. I have tried hand 
dipping but there always remains 
a half drop on the bottom of each 
plug.—R. S. H. 





It is said that fish are color 
blind and, if in a mood to strike, 
will hit a green plug as readily as 
a red one; or they will hit any- 
thing that moves in the water. If 
this is true, then the colorful as- 
sortment of baits now offered is 
to please the fancy of the fisher- 
man rather than to add to his 
catch. When we see the assort- 
ment in our own tackle box and 
consider the results that we some- 
times get, we wonder if this might 
be true. At any rate finishing 


wooden baits is an interesting 
problem. A satisfactory method 
is as follows: 

1) Rack baits on sharp nails 
protruding from a board, 
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2) Dip in a clear lacquer sealer 
to stop absorption of succeeding 
coats. This may be a fairly thin 
sealer, as it is not necessary to 
build up a film on the surface. It 
will drain off rapidly and should 


leave no drip. If a small drip 
does form, it may be eliminated 
by turning the rack over just be- 
fore the lacquer sets so that the 
last drip will flow back and merge 
smoothly into the film. If the 
timing is right, the lacquer will 
then set before a “curtain” is 
formed and before a new drip can 
form at the opposite end. 

8) For 2-color plugs, such as 
red and white plugs, dip one or, 
if necessary, two coats of a good 
grade of white dipping lacquer. 
Be sure that the lacquer was 
formulated for dip application, so 
that it will have proper flowing 
and covering properties. Two thin 
coats are better than one heavy 
coat, as they will flow off more 
smoothly. The work will be turned 
over, the same as for the sealer, 
so that the last drop will flow 
back into the lacquer film. If nec- 
essary, this drop may be removed 
with a soft brush, and the work 
then turned over. This should be 
necessary only for a very heavy 
lacquer. 

4) After the last coat of white 
is dry (probably a minimum of an 
hour) dip into red lacquer. A 
stop or gauge may be used to dip 
just half way, or whatever dis- 
tance the plug is to be tipped in 
red. Here again the work will 
be turned over just before the 
lacquer sets so that the drip will 
be absorbed in the film. One coat 
of red will suffice, as it is a much 
better covering color than white. 

5) If a higher luster is desired, 
one or more coats of clear gloss 
lacquer may be applied, using the 
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same dipping method as for pre- 
ceding coats. 

It will be noticed that the work 
is racked once and stays on the 
rack until the last coat is dry. 
This saves considerable handling. 
As many racks may be made as 
are necessary to provide continu- 
ous operation. Racks may be made 
as large as desired, so long as 
they will fit into the dip tank. 

Be sure that dip tanks have a 
tight fitting lid, so that a mini- 
mum of evaporation will take 
place when tanks are not in use. 
Even so, there is bound to be 
some evaporation and thinner 
must be added from time to time 
to keep the lacquer at the proper 
dipping viscosity. Use a good 
grade of lacquer; it is the most 
economical in the long run. The 
thinner is also important. It 
should be slow drying to allow 
proper flow, and will best be sup- 





plied by the manufacturer of the 


lacquer. The thinner can make 
or break the finish on a dip job. 

6) Baits having say, a green 
back and white belly are made 
by dipping a solid color on the 
body and then feathering in the 
other color with a spray gun. 

7) A fish scale effect may be 
produced by using a decalco- 
mania, or by spraying through a 
piece of lace. 

8) More expensive baits may 
have two or three coats of a clear 
lacquer containing essence of 
pearl which will give an irides- 
cent finish—R. JAY BURNS. 


Waterproof Acid-Resistant Fabrics 


Transparent and non-transparent 
fabrics that are strong, durable, 
waterproof and resistant to most 
acids are announced by Blossom Mfg. 
Co., 79 Madison Ave., New York, 
N. Y., manufacturers of oiled silk 
for industrial uses. 
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Improved Water White Lacquer 


ERE’S a water white 

lacquer offering a 
unique combination of ad- 
vantages...as a top coat 
over white lacquers...as a 
natural finish on firwood 
veneer...for interior work 
on house trailers, etc. These 
specifications tell you why! 


(1) 27% Solids 
Sprays with ordinary 
equipment. Eliminates 
the expensive, time- 
consuming second coat. 


(2) Non-Yellowing 


(3) Very High Gloss 
May be rubbed or pol- 
ished. 
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Striping Grooves 


We have noticed on cheap glass 
tumblers, handled by the chain 
stores, a series of vari-colored 
horizontal lines, almost covering 
the entire glass at about %-in. 
spaces. There must be a quick 
method in applying these lines. 

We have a similar problem on 
wood turnings the size of small 
screw driver handles, about 2-in. 





The straight grooves in tapered turnings 
are to be striped in a contrasting color. 


long by 1-in. in diameter. We 
have two grooves in the handle, 
which we wish to fill with a color 
other than the base color of the 
handle itself. 

We are writing you in the hope 
that you can suggest a practical 
method of doing this work, or 
perhaps refer us to a firm mak- 
ing an appliance for such work. 

We are mailing you, by parcel 
post, a few wood turnings which 
will perhaps help you in your 
reply.—M. D. Mfg. Co. 





GLAss TUMBLERS—The several 
stripes running around the glass 
tumblers are applied by revolving 
the glass on a mandrel at about 
50 to 100-r.p.m. and holding the 
striper against the surface, as 
you would a turning tool. To 
space the stripes equally, a stop 
gauge should be used. On cheap 
glasses this accuracy is not main- 
tained; the operator soon becomes 
so skillful that he is able to space 
the stripes free hand. 
SCREWDRIVER HANDLES — Strip- 
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ing grooves in the screwdriver 
handie, or on any round handle is 
a different problem. It is neces- 
sary that the striper wheel be 
made to fit the groove, and the 
grooves must be kept fairly uni- 
form if a uniform stripe is re- 
quired. A round groove is, of 
course, the easiest to fit to, but 
in any case the wheel must be 
made to order and a sample of 
the product should be sent to the 
manufacturer. When striping han- 
dles remember that they will have 
to be revolved in a lathe or spin- 
ning device.—Beugler Mfg. Co. 
(Striping Tools). 





If these grooves are not uni- 
form in width or otherwise adapt- 
able to the use of a striping tool, 
and if you haven’t large quanti- 
ties of them to stripe, you might 
arrange a set-up whereby one or 
more girls could do the work with 
striping brushes. 

Rotate one or more handles at 
a time, slowly by power, while a 
girl comfortably seated on a stool, 
skillfully lays in the color stripes 
with a hand striping brush—us- 
ing a reasonably quick-drying 
striping material fixed to a con- 
sistency that will not run after 
being applied. The girl will also 
have a clean cloth and thinner 
handy to wipe off occasional over- 
runs. This operation can be made 
reasonably rapid by arranging 2 
suitable device for quickly chuck- 
ing and quickly releasing the 
turnings, and having everything 
handy (including good light) for 
the girl to work with. 

These deep straight-sided 
grooves, with one side higher than 
the other side, makes this a diffi- 
cult striping job. If your grooves 
were shallow half rounds, 4 
shaped striping wheel would prob- 
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Schaefer's 
mars 





LACQUER 


for 
working 
samples 


ably do the job perfectly. Possi- 
bly some make of striping tool 
will take care of this job as it is. 
Another suggestion is that you 
try a spray type of striper with 
adjustable side shields. These 
shields can be set to direct the 
spray material into the bottoms 
and onto the sides of the grooves 
while the handles are slowly ro- 
tated. Perhaps such an outfit 
could be adjusted to prevent any 
overspray.—C. M. BROWN. 


Why Veneer Joints 
Raise Up 
Referring to an article pub- 
lished some time ago under the 


above title, I have experienced 
similar trouble. At the time, I 


was finishing foreman for one of 
the largest manufacturers of pho- 





tty to scratch 


ot mat it! 


Here is a lacquer finish that 
cannot be marred or scratched 
with the thumbnail, or other 
destructive agencies — a much 
tougher piece of goods than 
the ordinary lacquers. It pro- 
duces a splendid transparent 
finish of full depth on maple, 
walnut, gum, mahogany and 
other cabinet woods.... It is 
made in either the Clear Gloss 
Rubbing or the Satin Finish. 
Mar Proof Lacquer Sealer is 
recommended for first coat. 


THE SCHAEFER 
VARNISH COMPANY, INC. 


Louisville, Kentucky 








nographs and radios in the U. S. 
A. Our panels were all made in 
the same factory, which made it 
easier for us to find the trouble 
than where the panels are made 
in one place and used in another. 
I was accused of allowing water 
stain to remain too long on the 
surface before sponging off. Also, 
the rubbers were blamed for rub- 
bing too close, allowing water and 
pumice to remain on too long be- 
fore drying off. Also, someone 
suggested that we were using too 
much heat in our stain, filler and 
varnish kilns. 

Ali of these were proven to be 
wrong, in this case, but each one 
seemed fairly reasonable to im- 
portant men outside the finishing 
department. I knew there was 
something else causing the trou- 
ble, as we had had but a few 
pieces at odd times with raised 
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veneer joints, and the staining, 
kiln drying and rubbing were be- 
ing as carefully watched as ever. 
So when it looked as though ev- 
eryone was trying to place the 
blame on the finishing depart- 
ment, I started looking farther 
back to the veneer department. 
By having the cooperation of all 
concerned I found that the ve- 
neers were poorly glued %-in. on 
each side of the joint due to ap- 
plying too much pressure, thereby 
forcing the glue back from the 
thickest part, which is the edge 
covered by the paper tape. 
Heavy pressure displaces the 
glue beneath the veneer almost 
the thickness of the tape. The 
tape will compress slightly itself, 
but not like soft glue. It is a 
good idea to check on the moisture 
content of core and cross banding, 


Ultra Ray Pearl Essence 
(always MORE brilliant) 
Produced by 
EDWARD |. PETOW & SON 
Originators of 
American Pearl Essence 

Ultra Brilliancy! 
Ultra Quality! 
Ultra Durability! 
HYANNIS, MASSACHUSETTS 
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but if they were out of line the 
veneers would come loose at the 
edges even quicker than at the 
center joints, as the change in 
moisture content would be more 
rapid there than at the middle. 
These are what some veneer men 
call “starved joints.”—OWEN R. 
MYERS. 


Cherry Cupboard 


The question published in Au- 
gust INDUSTRIAL FINISHING on 
how to finish a cherry cupboard to 
make it look like an old piece, 
does not give much information. 
Is this cabinet made of new wood, 
or is it an old piece to be restored? 
Is it a single piece or one of sev- 
eral hundred for production? 

The old cherry wood was an off- 
brown shade rather than red, and 
it had some streaks of light heart- 
wood. In olden times many cabi- 
netmakers used a combination of 
cherry and mahogany. For in- 
stance, a chest of drawers would 
have drawer fronts and a top 
made of striped or figured mahog- 
any, while the remainder of the 
case was cherry. Likewise, some 
old tables were made with legs of 
cherry and tops of mahogany. 
Cherry takes a stain perfectly for 
matching with mahogany. 

I have finished many old cherry 
pieces. Sometimes I stain the wood 
with a very thin or light coat of 
brown mahogany stain, after 
which I shellac the surface, rub it 
and then give it a glaze coat, 
blending it out well and rubbing 
the edges more than other places. 
I make this glaze with thin burnt 
umber and turpentine, and a small 
amount of oil and drier. The final 
finish can be whatever you wish. 
—J. K. Cooper. 
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Automatic Spray 
Machine 


A new light duty, rotary, spray- 
finishing machine, with a production 


range of 400 to 3,000 articles per 
hour, has been announced by The 
DeVilbiss Co., Toledo, Ohio. The 


designed to meet the 
need for fast, semi-automatic fin- 
ishing equipment for articles and 
parts such as automobile horns, lip- 
stick cases, radio bulbs, lamp shades, 
can lids, metal hardware, file han- 
dies, camera cases, paper cups, glass- 
ware, round ware, electrical 
parts, balls, speedometer 
eases, toys, etc. 

Installation of proper workholders 
permits finishing of a variety of dif- 
fent parts on the same machine. 
Speed reduction unit is standard to 
permit variable speed operation, and, 
if desired, a cam may be provided 
so that every second spindle only is 
sprayed. 

Length of spraying period per cam 


machine is 


metal 
footwear, 





The machine has a turntable that carries 
15 rotating spindles to hold small parts. 








New... 


MATERIALS 
SUPPLIES 
EQUIPMENT 








is adjustable to the point of maxi- 
mum efficiency and economy. Auto- 
spray gun and air control 
valve control the operation rigidly 
to the proper adjustment. 

A \-h.p. motor with synchronous 
speed of 1800-r.p.m. powers the unit. 
Turntable is 344%-in. in diameter, and 
spindles each of which 
rotates on ball bearings. All pulleys, 
are fully guard- 
ed for operator's protection. 

The new machine, known as Type 
YB-5103, is equipped with turntable, 
automatic spray gun and 
control valve, air transformer, mate- 
rial tank, exhaust fan, hose and hose 
is assembled at the 
plant and shipped direct. 


matic 


earries 15 


belts, sprockets, etc., 


spindles, 


connections. It 


Chemically Treated 
Buffs 


An intercsting method of making 
buffs last longer and stand up better 
against abrasive wear is a chemical 
treatment perfected by the Hanson- 
Van Winkle-Munning Co., Matawan, 
N. J., manufacturers of electroplat- 
ing equipment and These 
buffs are made of two types of square 
count cloth called, Economy and 
Tractor. Buffing cloths, as they come 
from the loom, are passed through 
a chemical bath. The wear resist- 
developed by this chemical 
treatment is further increased by the 
carefully balanced construction of 
the buffing textile. Treated buffs ab- 
sorb polishing composition better, 
giving improved cutting and coloring 
action on the product being buffed. 


supplies. 


ance 











QUALITY FIRST! 


CLAREMONT 
FLOCKS 


are recognized for their qual- 
ity — first. 

Used all over the country, 
in all types of industry, expe- 
rience has proven 


CLAREMONT 
FLOCKS 


are first in quality and al- 
ways uniform. 

Available in cotton, wool 
or rayon in uniform lengths 
—for any type of applica- 
tion — white or colors to suit 
your individual needs. 

When you think of 


FLOCKS 
think of 
CLAREMONT 





Give us your requirements and 
ask for samples. 


CLAREMONT 
WASTE MFG. CO. 


CLAREMONT, N. H. 





The country's leading makers 
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The chemicals used for treating the 
buffs include a hygroscopic element 
whose purpose is to absorb moisture 
from the air, fixing it in the cloth 
and giving a conditioned sheeting at 
all times. 


“Tops"—One-Coat 
4 4 
Finish 

A new finishing material 
“Tops” is announced by V. J. Dolan 
& Co., 1830 N. Laramie Ave., Chica- 
go, Ill. Among the features of this 
new material, according to the man- 
ufacturer, are the following: 

1) Gives the equivalent two 
coats of lacquer with a single appli- 
cation 

2) Air-dries like lacquer and does 
not require heating or baking, nor 
any special equipment. 

3) Is tough as lacquer. 

4) Flows out beautifully and rubs 
easily to a brilliant luster. 

5) Is exceptionally resistant to al- 
cohol and water. 

6) Covers 30% to 50% greater area 
than ordinary lacquer. 

Because of its unusual properties 
the manufacturer offers it with cer- 
tain restrictions. Instead of sending 
out samples promiscuously, the Dolan 
Co. reserves the right of making 
shipments only to such firms as wil 
permit a company representative t 
go in and demonstrate ‘“Tops”’ in or- 
der that there may be no confusion 
due to its many new characteristics 


named 


of 


Quick-Bake Synthetic 


Enamel 
A new line of “high speed” syn- 
thetic enamels, especialy suitable 


for use on metal products subjected 
to severe service, such as washing 
machines, refrigerators, kitchen cab- 
inets, etc., has been developed }) 
Maas & Waldstein Co., makers 0 
industrial finishes, Newark, N. J. 

These new enamels, known 4 
“Codur” Enamels, cut down the time 
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needed for finishing and thus enable 
manufacturers to speed up produc- 
tion. They dry out of dust rapidly 
and bake in a few minutes to a fine 
fnish that is exceedingly durable 
and resistant to marring, moisture, 
and the action of ordinary house- 
hold chemicals. The baking sched- 
ule varies with the temperature, but 
at 325°F. 15 minutes is sufficient. 
Codur enamels are furnished in al! 
plain colors and also in colors with 
metallic lusters. They cover well in 
one spray coat, or can be used over 
a primer; are supplied in types suit- 
able for use on all metals and many 
plastics, including Bakelite. 


Non-Royalty Lacquers 
for Wood Finish 


The Hilo Varnish Corp., 44 Stew- 
art Ave., Brooklyn, N. Y., announces 
ts latest development in wood fin- 
ishing lacquers for wood furniture- 
a complete line of non-reyalty lac- 
uers comprising sanding sealer, 
gloss and flat lacquers. These lac- 
quers are specially formulated to fit 
many of the standard finishing 
schedules now in use; for example 
one coat of sealer and two coats of 
gloss clear for a high gloss finish; 
ora coat of sealer and a coat of flat 
for a full flat finish. 


Hammer-Effect Finish 


A new marproof hammered-effect 
finish designed especially for use on 
rough or porous metals is announced 
by the Ault & Wiborg Corp., New 
York, N. Y¥. The new finish will 
cover defects in the metal, such as 
spot weld marks and file scratches, 
and while it has the effect of a 
rough finish, its surface is actually 
smooth. 

Polymeroid is made with a Poly- 
merin base, hence it retains the 
characteristics of heat resistance, 
durability, and adhesion which Poly- 
merin provides. Like Polymerin, it 
may be baked on a short schedule. 














v4] partial list of 


WALKER’S 
FINISHES 


Fillers 

Primers 

Enamels 

Thinners 

Pencil Lacquers a & 
Cable Lacquers ouch . 
Wood Lacquers a 


Metal Lacquers 
Silver Lacquers 
Textile Lacquers 
Maintenance Paints 
Automotive Finishes 
Machine Tool Finishes 


The above list is by no means 
complete, but we trust it will 
serve to give you an idea of 
the extent to which WALK- 
ER'S chemical staff has solved 
problems submitted to it. 


H. V. WALKER CO. 


ELIZABETH, NEW JERSEY 





FINISHES 
To Fit the Product 














New England Warehouse 
BROWN & DEAN CO., Providence, R. |. 
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The heat resistance of Polymeroid 


makes it well adapted for use on 
such products as boiler jackets, 
space heaters, water-heater cabinets, 
and all types of heating appliances. 
Polymeroid’s toughness and resist- 
ance make this finish suitable for 
vending machines, office equipment, 
furniture, air-conditioning units, and 


other uses where durability is an 
important consideration. 
Although two operations are in- 


volved in its application, Polymeroid 


is essentially a one-coat finish. The 
first coat is applied with a spray 
gun. While this is still wet, another 


coat, usually nothing but solvent, is 
sprayed on. This second coat causes 


the hammered appearance which 
gives the effect of a rough finish, 
thus hiding any metal defects that 
may be present. The uniformity of 


this hammered pattern can be closely 


Mlanchit 


Reg. U. S. Pat. Off. 


Wood Bleach 


Made by 


L. R.van ALLEN COMPANY 
CHICAGO 








(Patent Licensee) 











“USED FIRST, MAKES YOUR 
PAINT FINISH LAST" 


Provides a Use Metalprep to 
firm, lasting clean and prepare 
bond all sheet metal sur- 
between faces before paint- 
metal and ing. Removes rust 
paint. and grease. 


Write for Literature Today 


Neilson Chemical Co. 
6564 Benson St. Detroit, Mich. 


Australian Representatives: 
Hardie Trading Pty., Ltd., Melbourne 
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controlled. Since the surface is ac- 
tually smooth, although uneven in 
appearance, it will not attract dust 


as do some finishes used for similar 
applications. According to the man- 
ufacturer, Polymeroid has remark- 
able mileage. It is available in al) 
colors, and it can be furnished wit! 
a high gloss 


Finish Remover 


“Strypeeze,"" a new semi-paste re- 
mover, just put on the market by 
The Savogran Co., India Wharf, Bos- 
ton, Mass., has been produced espe- 
cially for removing bakelite and syn- 
thetic resin types of finish as well as 
paint, varnish, enamel, shellac and 
lacquer. As soon as it is flowed on 
with a brush, a wax-free anti-evap- 
orant film forms on the top, keeping 
the remover in place even on upright 
or overhead surfaces, driving the 
powerful solvents into the finish, and 
keeping the remover wet for hours 
Because it stays longer and 
keeps working as long as it is wet, 
Strypeeze usually removes all coats 
to the bare wood, metal or plaster 
with one application. 


wet 


benzol, ne 
no acid; is harm- 
stripped, hands 
inflammable 
remover, having a 
flash point of 108°F. The anti- 
evaporant used in Strypeeze in- 
stead of wax is so effective that only 
(as against as mucl 
leaving 93% active 
solvents. <A _ gallon 
approximatel) 


Strypeeze contains no 
alkali, no caustic, 
less to the surface 
and clothing. It 


than the usual 


is less 


7% is required 
as 35% for wax) 
paint-removing 
of Strypeeze 

200-sq. ft. of surface. 


strips 


Small Flexible Shaft 
Polisher-Buffer 


The Stow Junior, announced by 
Stow Mfg. Co., Binghamton, N. Y.. 
is a portable, pedestal-type, motored 
flexible shaft that can be fitted with 
rotary wire brushes, sandpaper discs 
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Takes power from electric light socket. 


or buffing and polishing wheels. It 
is a useful machine for cleaning and 
smoothing surfaces before finishing 
and for buffing and polishing sur- 
faces after finishing coats have been 
applied. 

The pedestal is adjustable in height 
and maintains a low center of grav- 
ty with consequent good balance, 
even in extended position. It carries 
a convenient tool tray. Motors of 
\, 1/3 or %-hp. can be had, with 
two choices of speeds—1725 or 3450- 
r.p.m. 


Wrinkle Finish for 
Flexible Materials 


New Wrinkle, Inc., Dayton, Ohio, 
announces the development of wrin- 
kle finishes for coating flexible ma- 
terials such as fabrics, paper and 
leather. After the fabric or paper 
is coated or sprayed, it dries into a 
wrinkle finish of uniform texture— 
from small to coarse, depending up- 
on the desires of the manufacturer— 
im much the same manner that it 
finishes metal products, but with a 
greater degree of flexibility. Once it 
is applied it will not chip or peel 
as the finish practically welds itself 
to its background. 

The finish is not embossed onto 
the flexible materials. It is simply 
sprayed, knifed or rolled on. It dries 
into beautiful and attractive patterns 
in rich fast colors, 





GOLD 
SILVER ot 
COPPER 


Bronze Powder 
Finish 


will improve your product 





| 

| High in Quality 
| Low in Cost 
| 

















wus Request samples today sum 


‘The Mitchell-Mayer Co. 


ST. LOUIS, MO. 
a SS 








| Power Graining Machine 
1. Cycle time 25 seconds. 


2. Will cover a surface up 
to 31” x 80”. 


3. Automatic roll cleaner. 


4. Cuts production costs. 


GRAINING PLATE DIVISION 


merican Electrodype ompany 
| 104 E. MASON ST. © MILWAUKEE, WIS. 
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Protect-O-Metal 
Compound 


Protect-O-Metal Compound manu- 
factured by G. W. Smith & Sons, 
2016 E. 3rd St., Dayton, Ohio, pre- 
vents corrosion and the collection of 
seale and splatter on the surface 
surrounding a new weld. It elim- 
inates 80% of weld cleaning time. 

It is brushed on the surface to be 


welded. After welding, wipe the sur- 
face with a clean cloth and all 
splatter and surface oxides are re- 
moved. This compound forms an 


ideal priming coat for a paint finish, 
if desired. It prevents formation of 
rust on steel after welding and will 
not harm the surface of any metal. 
It does not carbon that 


produce 








This Spraying Unit 
for Hot Lacquer 


is complete, ready to attach to 
user’s present equipment for 
spray-painting. 

Both pressure and temperature 
are adjustable, giving a complete 
range from 5 to 40-lbs. pressure, 
and from 
100° to 
Rk he 
Tempera- 
ture is 
maintained 
by an ad- 
justable 
thermostat 
which can 
be set at 
the tem- 
perature 
wanted. It 
remains 
constant 
temperature is 





different 


until a 
required. 

A circulating pump, driven by 
an explosion-proof motor, main- 
tains three times the amount of 
fluid required by the largest spray 
gun, in circulation constantly, as- 
suring steady performance at all 
times. Made to operate on any 
electric service available. Sold 
with a positive guarantee of sat- 
isfactory, trouble-free and contin- 
uance service. 


M. & E. MANUFACTURING CO. 
720 S. Meridian Street, Indianapolis, Ind. 

















weld or material 


might affect the 
being welded. 

Used in connection with die cast- 
ing, the compound is sprayed or 
brushed on a die to form a perfect 
heat-resistive coating, thereby pre- 
venting the molten metal from stick- 
ing to the solid metal and allowing 
perfect ejection of the castings. 

The preservation qualities of this 
patented compound will multiply 
many times the ordinary life of a 
die. This thin lubricating film will 
not be burned off by the first shot 
of metal but will maintain its pro- 
tective qualities for at least 25 shots 
Due to the perfect ejection after 
each shot, more castings can be cast 
in one die. 


Portable Conveyor 


A new roller-type portable convey- 
or made of 61 S. T. Alcoa Aluminum, 
featuring high tensile strength com- 
bined with light weight, has been 
placed upon the market by the Alum- 
inum Ladder Co., 264 Adams S&t., 
Tarentum, Pa. 

The model illustrated is equipped 
with steel ball-bearing wheels fitted 
on an eccentric axle at each end of 





Useful, 


substantial. 


light, portable, 
the conveyor. When the wheels are 
in a “down” position, the conveyor is 
easily rolled from place to place; 
when they are lifted up, the conveyor 
rests firmly on the floor. Due to the 
light weight of aluminum, only one or 
two people are needed to change lo- 
eation of the conveyor. 

The rugged construction and high 
tensile strength of this new conveyor 
enable it to support extremely heavy 
loads. It will not rust or deteriorate 
in any way, and therefore will with- 
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stand years of severe service. Ease 
of cleaning makes it ideal for use 
where liquids are liable to spill from 
open containers. 

The new conveyor can be supplied 
with or without legs and with or 
without wheels on the legs. The 
model shown is 10-ft. long, 14-in. 
wide, and weighs only 60-lbs. The 
yariouse types are available in vary- 
ing widths, lengths and heights to 
suit different needs. 


Finishing Furniture Along 
the Conveyor Line 
(Continued from page 16) 


floor. Some of the work per- 
formed at these booths includes 
the spraying of mirror backs, 
case backs, bed rails, shelves, etc. 

To keep everything going with 
clock-like regularity and without 
slighting any work along the con- 
veyor line, relief men are avail- 
able to fill in wherever and when- 
ever they are needed. One man 
attends to the preparation of fin- 
ishing materials, the filling and 








cleaning of containers, and what- 
ever else is needed to keep the 
finishing line in full operation 
continuously. On the whole this 
finishing department is operating 
with remarkable smoothness, pre- 
cision and efficiency. 


Report on Quick Paint Tests 


An interesting story that gives a 
comparison of indoor and outdoor 
exposure tests on painted wood and 
metal panels is included in an illus- 
trated bulletin published for free 
distribution by Atlas Electric De- 
vices Co., 361 W. Superior St., Chi- 
cago, Ill. Pictures of the results are 
shown, The indoor tests were ac- 
celerated tests made in a standard 
weatherometer which is adjustable 
to duplicate alternate cycles of any 
type of outdoor exposure in a frac- 
tion of the time required for actual 
outdoor exposure tests. The bulle- 
tin consists of eight pages 814x11-in. 
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“MAGIC” TACK RAGS 
IMPROVE YOUR 
FINISH 100% 


MAGIC TACK RAGS remove specks, 
lint and sand particles--- bring out that 
deep, smooth luster, produce a fault- 
less surface for white or colored fini 
Why use “home made” tack rags when 
you can buy MAGIC TACK RAGS at 
trifling cost! They are tackier, do not 
dry--- are dust-proof and spontaneous 
combustion proof. Packed in dozen and 
gross lots or more. Made only by the 
Wm. A. Juergens Co. 
4036-40 Lagrange Street, 
Toledo, O Ohio, U.S.A. 
If your dealer does not carry Magic 
Tack Rags, write us for sample. 














Furniture Finishing 


A thorough- 
ly practical 
book in five 
arts. 

. Period Fur- 





IV. Furniture ey 
V. Special Processes p Shades 
and Bases, Picture mame Japan- 
ning, Mirror Resilvering, etc.) 
543 Pages—Fully Illustrated 
New Edition—$4.00 


Remittance with order 


INDUSTRIAL FINISHING | 
222 E. Ohio St. Indianapolis, I 
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Distributed to Executives and Foremen 

Finishers in industrial plants where fin- 
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equipment. 


Published the |8th of each month by 
PRACTICAL PUBLICATIONS, Inc. 
222 East Ohio St., Indianapolis, Ind. 
SIN sani vincslaseienbssaiiil Riley 677! 
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EDITORIAL 





Conveyor System Offers 
Several Advantages 


While inspecting and making 
notes on a number of conveyor- 
ized finishing departments in fur- 
niture factories recently, the Ed- 
itor was impressed with what you 
might call the indirect or supple- 
mentary advantages of having the 
finishing room conveyorized. Even 
casual inspection reveals several 
of them. Perhaps most impres- 
sive of all is the fact that com- 
plete conveyorization compels 
management, foremen and work- 
ers to do what they should have 
been doing anyway. 
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In the first place a completely 
and properly timed finishing 
schedule must be worked out and 


maintained; and adequate time, 
space and facilities must be pro- 
vided for it to work successfully. 

One of the really important 
things that should always be done 
in any plant, but which often 
isn’t done until conveyors are put 
in, is to provide for careful in- 
spection of all furniture in the 
white before it goes onto the fin- 
ishing conveyor line. At this point 
of inspection, one or more men 
may be needed to fix up every 
surface so that it is 100% smooth 
and sound before entering the 
finishing department. This takes 
cabinet repairing and sanding in 
the white out of the finishing de- 
partment, and permits finishing 
operations to proceed without de- 
lay and according to a predeter- 
mined schedule. 

The conveyor system compels 
the finishing foreman to plan 
ahead and have materials and 
supplies in readiness for whatever 
is due to enter the finishing de- 
partment. Furniture traveling on 
a conveyor doesn’t wait like fur- 
niture stacked on the floor. It 
keeps moving, therefore all oper- 
ations in the finishing department 
must be kept active during work- 
ing hours. Ovens and drying 
rooms must be kept in satisfac- 
tory working condition, with their 
measured temperature, humidity, 
air circulation and the proper en- 
trance of fresh air. 

With the finishing department 
conveyorized, the foreman is not 
bothered so much by workmen 
running to him for this and that. 
He has time to think and plan. 
The precision operation of a con- 
veyorized finishing room encour- 
ages a desire for—in fact, it al- 
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most demands—cleanliness, good 
light and proper ventilation, 
which are acknowledged as highly 
desirable in every finishing de- 
partment. 

Conveyorization tends to make 
the finishing results and finishing 
costs strictly uniform. It prac- 
tically eliminates repair finishing 
by removing the causes of damage 
to goods in process in the finish- 
ing department. Properly laid out 
and operated, it prevents those 
crowded conditions which prevail 
where furniture is going through 
on the floor. : 


Changing Finishes 


*The principle of constantly 
seeking ways and means for in- 
creasing production schedules and 
reducing costs is admittedly a 
good one. Successful manufactur- 
ing today requires that this pro- 
cedure be consistently applied. 
However, it is a beneficial proce- 
dure only so long as the limita- 
tions of the available materials 
and equipment are not exceeded. 
This is particularly true in the 
case of various finishing opera- 
tions . . . . since not only sales 
but also the continuance of cus- 
tomer goodwill is so dependent 
on the appearance and durability 
of the finish. 

Any proposed change in a 
proven finishing process, no mat- 
ter how economical of time and 
money it may seem, should be 


*Guest Editorial .... Many readers can 
write an excellent editorial—two or 
three paragraphs presenting a timely 
suggestion or valuable idea that will 
stimulate thought on a live subject. 
The Editor welcomes guest editorials 
and pays for those that are published. 
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weighed in the light of its effect 
on the quality of the finished 
product. Will there be any possi- 
bility of premature breakdown? 
Do the savings involved warrant 
the risk of poor eye appeal after 
a short period of service? These 
and similar questions must be 
conclusively answered before any 
action is taken. 


The intended thought in these 
paragraphs is not that new fin- 
ishes and finishing methods should 
be regarded with suspicion and 
disposed of without trial. Rather 
it is that caution should be the 
keynote in the acceptance of new 
developments. It is best that 
known materials and methods be 
continued until such time as the 
new idea has proven itself by lab- 
oratory tests and field trials. 
Speedy and inexpensive produc- 
tion is one thing, but sacrifice of 
quality is another!—W. G. S. 


The Tinkerer and His 
Homemade Makeshifts 


You probably know the tinkerer 
type—the ingenious mechanic who 
is handy in patching up old ma- 
chines and tools; the man who can 
take old junk and construct a 
makeshift device or piece of equip- 
ment. You admire his knack of 
doing these things—but look at 
him. Isn’t he a poor man eco- 
nomically? He is seldom if ever 
what you would call a successful 
business man or professional man. 


Some small manufacturing con- 
cerns are in the same class with 
the individual tinkerer. They are 
struggling along with various out- 
of-date, patched-up equipment and 
homemade makeshifts. Gentlemen, 
it isn’t profitable. True, you can 
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build homemade spray booths, con- 
veyors, racks, trucks, ovens, tum- 
bling barrels, dipping tanks, fil- 
ters, exhaust systems, and various 
other equipment used in the fin- 
ishing room—and the first cost 
may be less, but you have cheated 
yourself nevertheless. In design, 
workmanship, performance, safe- 
ty and durability your makeshifts 
are lacking in comparison to the 
professionally built equipment 
that your leading competitors are 
using. Makeshifts are a hazard- 
ous gamble that have no salvage 
value, whereas modern equipment 
represents an investment that will 
be profitable if properly managed; 
if improperly managed it still has 
a loan value and a resale value. 





To Get Best Results 
From Equipment 


All of the mechanical equip- 
ment now in service in production 
finishing rooms is of no value 
unless it is used—and it can be 
very troublesome and costly if it 
is not used properly. Investment 
in equipment is generally made 
with the idea of enabling a cer- 
tain number of workmen to pro- 
duce more and better work at a 
lower cost per unit. The equip- 
ment alone produces nothing. It 
merely aids workmen to produce 
something. It represents improved 
tools in the hands of workmen, or 
under the management of work- 
men, to multiply the profitable 
results of their time on the job. 
A certain number of workmen 
must be employed regardless of 
how elaborately mechanical and 
automatic the equipment may be. 

A highly mechanized finishing 
department really places more re- 
sponsibility upon the workmen 
and their foreman. As a result, 
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a higher type of trustworthy, re- 
sponsible, intelligent men need to 
be employed where expensive 
equipment is in service—and it is 
important that these men have 
complete information about the 
adjustment, operation and main- 
tenance of this equipment. Among 
other things, this calls for close 
cooperation with the manufactur- 
ers of the equipment, as these con- 
cerns are eager to offer any sug- 
gestions, recommendations or 
service that will contribute toward 
making their equipment produce 
the most satisfactory results. 

Many of these equipment manu- 
facturers assist more or less in 
supplying material for published 
articles which give general infor- 
mation about the care and opera- 
tion of certain types of tools and 
machines. However, detailed spe- 
cific instructions must be conveyed 
usually by a letter or through the 
personal call of a trained repre- 
sentative. This point is empha- 
sized by one concern in their let- 
ter accompanying an article that 
deals with the care and operation 
of spray equipment. They say: 

“While not attempting to go 
into the fine details which might 
be discussed in the maintenance 
of spray equipment, yet we be- 
lieve that the principal points of 
consideration have been covered. 
Specifically, of course, detailed in- 
structions for each particular 
piece of equipment, as published 
by the manufacturer of that 
equipment, should be followed 
carefully in the operation, care 
and cleaning of every piece of 
spray painting equipment. Un- 
questionably, more spray finishing 
equipment failures are due to the 
improper care and maintenance 
of the equipment than to an) 
other reason.” 
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How to Treat the More 
Expert Finishers 


The best finishers have more 
pride and are more sensitive than 
those of ordinary caliber, there- 
fore they should be handled more 
tactfully by their employers. One 
of our readers, a man of exten- 
sive experience, offers the follow- 
ing timely remarks along this 
line: 

“I have often heard employers 
discuss the abilities of various 
skilled workmen. You hear them 
say: ‘It’s a shame that a man of 
his ability has no ambition to as- 
sume greater responsibility’. 
Here’s why. These skilled work- 
men have learned after years of 
experience that thinking aloud 
usually leads to trouble with jeal- 
ous department heads. 


“Out of 200 average finishers 
approximately ten skilled finish- 
ers will be found, and perhaps 
oe all-round ‘top-notcher’. A 
highly skilled workman is usually 
given all of the intricate and tedi- 
ous operations which are not to 
be entrusted to a less skillful 
workman. It is this continual 
working under a strain that keeps 
him keyed up and high-strung. 
He becomes as temperamental as 
an actor or opera star. This tem- 
perament is offset, however, by 
his ability to turn out work of a 
quality and in a quantity that the 
average finisher could not hope to 
produce. 

“The best way to get the most 
efficiency from these extra skilled 
workmen is to seek their council 
when changes of methods are to 
be made. Spare them all of the 
unnecessary red tape possible. En- 
courage them to use the sugges- 
tion box and when they submit 
an idea, act upon it as quickly 
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as possible. If their ideas are ac- 
ceptable, then compensate them 
justly. When their ideas are not 
practical, reject them with utmost 
tact. Show these men the respect 
that is due an expert, and they 
will go out of their way to please 
you. They will not only turn out 
a big day’s work, but will be glad 
to think up and make sketches of 
worth while improvements in 
their leisure time. Progress will 
ensue. 

“If a man of this type has the 
ability and desire to handle men 
and manage a department, give 
him a chance when and if the op- 
portunity presents itself. Here is 
what happened in one place. 

“A foremanship vacancy oc- 
curred in a finishing department. 
When it was suggested that a cer- 
tain capable workman be chosen 
to fill the vacancy, the suggestion 











Special Wood Bleach Offer 


1 quart Ken-Wood Decolorant 
| quart Ken-Wood Aspen Concentrate 
— $2.00 — 
If cash is sent with order, ay prepaid 
anywhere in U. S. 
("8 please inquire for 1 Avail- 
able in quarts, gallons and carboys. 


Kenneth O'Meara, Holland, Mich. 














RADIANT ENERGY DRYING 
NALCO DRITHERM 


(INFRA-RED RAY) 
CARBON LAMPS 


Cut drying costs...Save time... Use 
minimum space... Get uniform results. 


Write for information and prices today. 


North American Elec. Lamp c 
1030 Tyler Street St. Louis, Mo 
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was quickly vetoed by the one in 
authority, with some such state- 
ment as this: ‘There is no doubt 
he has the ability and personality 
for the position, but who would 
be left to do the work? We could 
hire 100 finishers and yet we 
might not find one of them who 
could take his place’. 


“The usual procedure was fol- 
lowed. The position was filled by 
an average workman whose chief 
qualification was—excellent hand- 
writing. The disappointed expert 
had been in the employ of the 
company for a number of years. 
He had seen numerous fellow 
workmen, less qualified than him- 
self, promoted. This last disap- 
pointment was too much for him 
and he finally quit because he felt 
that keeping a man in prison be- 
cause he is a model prisoner is 
unjust.” 


Letters from |. F. Readers 
(Continued from page 9) 


Hot Lacquer 


We shall be obliged if you will 
kindly furnish us with the names, 
etc., of manufacturers of equipment 
for the a of wae -tempera- 
ture cellulose enamels. —G, Paint 
Products, Middlesex, England. 





We would be pleased if you will 
oblige us with any information you 
may have available on hot spray 








WE RECOVER YOUR 

SOLVENTS& THINNERS 

from . Sludge . Waste . Wash . 

Spoiled Lacquers, etc. 

= customer’s a. whether 
e drum or a car ves PROP- 

=R and SEPARATE TREATMENT, 

Write to:— 


SOLVENTS RECOVERY SERVICE 


Lister Ave. & Brown St., Newark, N. J. 
or 

HAMMOND CHEMICAL SERVICE, 

241 Brunswick &t., 


Hammond, Ind. 
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I have been receiving INDUSTRIAL 
FINISHING for only a few months, but 
have found it so helpful and so full of 
timely articles that I would not be with- 
out it. I read it from cover to cover, for 
I find valuable suggestions, even in fin- 
ishes foreign to my own line.—S. T. S. 








painting. —T. R. 
Ltd., Australia. 


Equipment Pty 


Luminous Paint 


For the past few days I have been 


trying to locate some firm that 
manufactures a paint which is self 
luminous—so far without success. 


One firm advised me to write you. 
If you know of any firm manufactur- 
ing this paint I would greatly ap- 
preciate learning their address—F. J. 


Silk Screen Equipment 
and Supplies 


The Naz-Dar Co., 4022 N. Rock- 
well St., Chicago, Ill, has issued 
bulletins listing and describing its 
complete line of everything needed 
for making, using and maintaining 
silk screen stencils for all kinds of 
utility and decorative stenciling on 
an economical production basis. 


Lawrence-McFadden Co. Moves 
Branch to Milwaukee 


The Lawrence-McFadden Co. (wood 
finishing products) Philadelphia, Pa., 
announces that, effective July 1, its 
former Chicago warehouse facilities 
have been moved to Milwaukee, Wis.. 
at 2429 N. 50th St. The company will 
serve the mid-western territory from 
this address. 


Spray Training School 


The DeVilbiss Co., Toledo, O., an- 
nounces the schedule of their train- 
ing school for the last three months 
of 1939. j 

This school is open to industrial 
painters, master painters, automobile 
refinishers and all others interest 
in learning the technique of spray- 
painting and the use and care of 
spray-painting equipment. 

The training period lasts for one 
week. Classes will start on Sept. 11. 
Oct. 9, and Nov. 6. 

Special rates in Toledo hotels and 
boarding houses near the plant have 
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been secured by the company for 
men attending the school. 

These classes have been well at- 
tended in the past because of the fa- 
cilities for study, otherwise unobtain- 
able, offered by The DeVilbiss Labo- 
ratories. 

It is advisable to enroll in the 
school as far in advance as possible, 
since the size of the classes must be 
limited and since there will be no 
training periods other than those an- 
nounced. 


Al. Miesem Promoted to V. P. by 
Roxalin Flexible Lacquer Co. 


Appointment of Albert Miesem, di- 
rector of sales, as vice pres:dent in 
charge of sales was announced Sept. 
1, by the Board of Directors of the 
Roxalin Flexible Lacquer Co., Eliza- 
beth, N. J. In making the announce- 
ment, the Board of Directors stated 
th appointment was made “in rec- 
nition of Mr. Miesem's outstanding 
services to the company.” 





New Process Copper Powder 


The Edward C. Ballou Co., 6 Var- 
ick St., New York, N. Y., announces 
a New Process Copper Powder which, 
when used in connection with high- 
take synthetic vehicles, will produce 
avery close imitation of a real cop- 
per-plated finish. It is said to be far 


superior to the ordinary copper 
bronze powders, both in covering 
qalities and brilliancy. A sample 


will be forwarded on request, with 
suggestions as to proper vehicles to 
be used. 








Classified Advertising 


Rate: 45 cents per line 
per insertion—minimum $1.35 








POSITION WANTED 
As SALES MANAGER, metal field 


Preferred. 15 years’ experience in 
paint. Selling and work in field. 
Technical graduate. 38 years old; 


married. Address IF-765, care Indus- 
trial Finishing. 


SALES MANAGER WANTS 
POSITION. 


Have had seventeen successful 








years handling lacquer and varnish 
salesmen for national organizations. 
Have a thorough technical knowledge 
of industrial finishes and their ap- 
Plication, and a good following 
among volume accounts. Address 
IF-763, care Industrial Finishing. 
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SITUATION WANTED. 


CHEMIST—TECHNICAL FINISH- 
ING SUPERVISOR: 3 years’ Chem. 
Eng. at R. P. IL, B. S. in Chem. 
from Trinity College. 3 yrs.’ experi- 
ence with steel plant, 5 yrs. on tech- 
nical finishing problems with leading 
industrial concern. Desires position 
with manufacturer concerned with 
technical finishing problems, or where 
own materials are formulated. Ad- 
dress IF-766, care Industrial Finish- 
ing, Indianapolis, Indiana. 


MAN WANTED. 


One of the largest manufacturers 
of wood finishes requires the services 
of a competent and experienced man 
to assist manufacturers of wood fur- 


niture in producing new finishes. 
Must know color and design thor- 
oughly. One having had experience 


in the Grand Rapids area preferred. 
Unusual opportunity for right party. 
A man for ordinary service work is 
not what is wanted. State age, expe- 
rience and full particulars in first 
letter. Address IF-762, care Indus- 
trial Finishing. 


WANTED. 


Cellulose Acetate, Molded scrap 
lke Tenite, etc. Mixed colors, flush- 





ing lumps, etc. Send representative 
samples, state amount and we will 
make cash offer. Address IF-764, 
care Industrial Finishing. 

USED BAKE OVEN 
Wanted, approximately 4-ft. square 


by 5-ft. high, indirect gas fired, auto- 
matic controlled, and used Binks or 
DeVilbiss 6-ft. spray booth. State 
price and location. Address IF-761, 
care Industrial Finishing. 





FOR SALE 


USED DeVILBISS SPRAY 
Size, 6/74”x8’6” high 


BOOTH 


16” Belted Motor Drive Fan, Motor 
regulator, 10” angle light and 
other equipment. Good condition, 


price reasonable. Write for other in- 
formation. THE CLARK COUNTY 
LUMBER CoO., Springfield, O. 





“PEERLESS” SPRAY BOOTHS. 


Efficient design; sturdy construc- 
tion—yet lowest prices: 4-ft. only 
$56.00; 6-ft. $85.00; 8-ft. $100.00, com- 
plete with CHAMPION Exhausters. 


INDUSTRIAL EQUIPMENT CoO. 
208 N. Wells st. Chicago, Illinois 





Practical Japanning 





and Enameling 





ERE is the first authoritative 

handbook of its kind, con- 
taining much information that 
has never before been published. 
You will find between its covers 
facts, processes, and formulae 
that have been considered secret 
by many japanners. 


The author has actually been 
doing this work for others for 
many years and he knows where- 
of he speaks. No one has ever 
gone into the subject of mental 
finishing more deeply than he nor 
has the subject ever been ex- 
plained so clearly and effectively. 
This book was eight years in 
preparation. 

Color plates and a multitude of 
tables and illustrations make the 
text even more clear and under- 
standable. The volume is bound 
in harmony with its companions 
of the Practical Finishing Series 
and makes a rich, attractive ap- 
pearance ... 22 chapters. 


Price $3.50 .... money refunded if 
book is not satisfactory. 


Practical Publications, Inc. 


222 EAST OHIO ST. 
INDIANAPOLIS, INDIANA 
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STERLING Seed- Moc SANDER 


Do away with costly hand sanding! The Sterling does a 





better job quicker, more efficiently, and more economically. 















” | Sands undercoats— "feathers" spot jobs—rubs or pol- 
ishes wood, metal, or composition materials. Used for 
both wet and dry sanding. Effective on curved as well as 











11 flat surfaces. 
£ Pays per Itself in Three Months 


Co. 65 Send for illustrated folder and see 


how you can turn waste into profits. 


STERLING 
PRODUCTS COMPANY 


2463 WOODWARD AVENUE 
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DETROIT, MICH. 
Vs 3380 Robertson Blvd., Los Angeles, Calif. 
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Kindly mention INDUSTRIAL FINISHING when writing advertisers 











INDUSTRIAL FINISHING 





Scientists have talked for years about time and space but 


today these factors are realities to alert manufacturers. 


Because H. T. A. ZAPONITE, the revolutionary new wood 
finish requires only one coat—no sealer—instead of three, 


floor space is reduced by over half. 


ZAPON'S H. T. A. ZAPONITE also reduces labor and 


production time accordingly. 


To save time and money in wood finishing, as well as to 
obtain a more salable product, let us tell you the com- 
plete story about H. T. A. ZAPONITE. 


ZAPONITE — Reg. U. S. Pat. 








Kindly mention INDUSTRIAL FINISHING when writing advertisers 





